



































MOTOBLOCS 


Fifty-five of the leading wire manufacturers are now successfully using 


Vaughn Motoblocs. 
THE VAUGHN MACHINERY CO. «» Cuyahoga Falls, Ohio 


Export Offices: 420 Lexington Avenue + New York City 


In addition to Vaughn Moto blocs, this company fact a complete line of Copper Wire 
on page 196 this issue), and other wire mill equip t for pointi i i t 

















Drawing Machines (more fully described 
9, s, ing, ting, heat treating, galvanizing, tinning, etc. 
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ABSOLUTELY ACCURATE LENGTHS OF WIRE 


which is straight as a die, are cut on 


SHUSTER 


Automatic Wire Straightening and 
Cutting Machinery 
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Direct Motor Driven Type 
PATENTED 


The Machine shown is the motor driven type, of a size suitable for handling 14” 
diameter wire, and also handles several diameters smaller. We make one heavy 
enough to handle */,” diameter, as well as one delicate enough to handle wire 1/16” diam- 
eter and smaller. 


They are equipped with STEEL straightening fliers which are mounted in Tim- 
ken Roller Bearings, and equipped with patented hardened tool steel blocks. 


Self Contained Machine, Texrope drive to motor, sturdy enough to stand up 
under constant operation at maximum speed, yet so simple an ordinary laborer can 
operate them. 

They handle all kinds of wire. 


May we send you Catalogue No. 30? 


THE F. B. SHUSTER COMPANY 


NEW HAVEN, CONN. 
STRAIGHTENER SPECIALISTS SINCE 1866 
1866 1930 


64 years studying the needs of Wire Manufacturers 
and Wire users, and providing suitable Machinery. 
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CARBOLOY Service 





to the Wire Drawing Industry 








The use of Carboloy Dies in the wire drawing industry has resulted 
in lowered costs through greater tonnage and footage per set of 
dies, longer periods of uninterrupted production, and a smoother 
finish to the wire. 

Thus, another important branch of American Industry has been 
effectively reached by Carboloy Service. 


CARBOLOY COMPANY = 


Executive Offices: 6 East 45th Street, New York 
Sales Offices 
BRIDGEPORT, CHICAGO, CLEVELAND, DETROIT, INDIANAPOLIS, 
LOS ANGELES, NEWARK, PHILADELPHIA, PITTSBURGH, SYRACUSE 


Plants 
NEWARK, CLEVELAND, DETROIT, INDIANAPOLIS 








Speed Production with 


CARBOLOY 


TRADE MARK REG 














Look for the mark of Carboloy:— 

if the mark is not on the product 

it is not a Carboloy cemented 
tungsten carbide product. 











Wire Drawn Wire Drawn 
Through Through 


Carboloy Die Steel Plate 


Microphotograph (12 diameters) showing 
better finish on wire drawn through Carbo- 
lov, Die at large New Jersey mill. See page 10, 


. IL, No. 2, CARBOLOY. 
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New “RED HEAD” UNIVERSAL ALL-STEEL 
SHIPPING REELS FOR CABLE AND WIRE 


offer complete protection and shipping economy 


Results of recent exhaustive 
tests show the new “RED 
HEAD” all steel cable reel to be 
one of the best and much strong- 
er than wooden construction. 


This steel reel equipped with 
steel lags weighs less than wood- 
en reels now in use. 





All Lags Removed. Inside Surface of 
Drum and Heads is Perfectly Smooth. 





In design and construction “RED 
HEAD” all steel cable reels represent 
an advance in reel construction. Com- 
plete cable protection provided by a 
rugged steel lag. Steel lagging simply 
bolted in place. Reel is collapsible and 
lagging may be nested. 








Complete Reel With Lags in Place C , 2 
opy of test report on re ‘ 
Ready for Shipment. A Completely PY P quest 


Enclosed Package. 





Manufactured and Sold by 


R. B. HAY WARD COMPANY 
ee OHICAGO. 


Under license arrangement with Electrical Research Products, Inc., Subsidiary of Western Electric 
Company Incorporated. 
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= The Union Wire Die Corporation was the pioneer in the use of round = 
>I stone diamonds for dies. ZA 
= Now, years later, other diamond die manufacturers are beginning to use round = 
DZD stone diamonds. KS 
= The patented setting in which Union Diamonds are secured takes full ad- = 
Di vantage of the round stone principle. The mere use of a round stone instead of a IRS 
y flat does not duplicate the Union Diamond Die. EG 
= The Union Wire Die Corporation shows its faith in these principles by making = 
= definite time guarantees against breakage in drawing brass and copper wire. = 
oH oe 
= Because of their large purchasing power and their policy of maintaining large i 
4 reserve stocks, The Union Wire Die Corporation has its choice of the best die = 
4 diamonds offered in the European Markets. If market offerings are not up to their = 
a standards they are never forced, through hand to mouth buying methods, to ac- — 
zl cept the best the current market affords. S 
= There must be good reasons when one concern so far outdistances all = 
Di competitors. These reasons are a better product, better service and de- = 
AY eye HK 
= pendability of supply. = 
5 UNION WIRE DIE CORPORATION’ §& 
= NEW YORK = 
Ey PUTT LTD STITT SUID tO ATTA PTS ATT ATs 

—_—— — ee S cintiaainaahnamaiaamtaedaenaanaaeieeee 





Union Diamond Dies 
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The Quality Diamond Dies 








AGENCIES 


Paris, France 
Berlin, Germany. Vienna, Austria 


Birmingham, England 


Milano, Italy. 


Tokyo, Japan 





“= 
The Lagnieu and Cluses Plants 
of the 
Societe des Filieres BALLOFFET 
in France 


Their third Plant is located 
in Trevoux. 























Goteborg, Sweden 


American Branch 


Balloffet Diamond Wire Dies Co., Inc. 
13-15 East 22nd St., New York City 


New York 


PLANTS AT 
Lagnieu (France) Cluses (France) Trevoux (France) 
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WHY BALLOFFET 


is the leader in the Diamond Dies Industry 
EXPERIENCE 


The Societe des Filieres Balloffet in France have been engaged in the manufacture of 
dies since 1870. The American Branch, the Balloffet Diamond Wire Dies Co. Inc. has been 
established in this country for more than 25 years. 

These few words suffice to demonstrate the experience of Balloffet and their specializ- 
ed knowledge of American requirements. 


HIGHEST QUALITY STONES 


Because of the broad experience acquired in these sixty years, Balloffet’s experts are 
particularly qualified to select the best stones available for the manufacture of reliable 
dies. The diamond is a natural formation of exceptionally complex and variable charac- 
ter, and long experience is the only sure guide in the selection of proper stones. 

The Societe des Filieres Balloffet rank among the foremost buyers in the market and 
their heavy requirements insure the widest choice of appropriate stock and the most 
favorable terms of purchase. These advantages pass on in turn to the benefit of Balloffet 
customers. 


STEEL SETTINGS 


Ever since their introduction in America, Balloffet Diamond Dies have been mounted 
in a special steel setting, which, patented 25 years ago has proved its worth over that 
period of time. All experts agree that this setting strengthens the stones and prolongs 
their life to a considerable extent. 


PRODUCTION 


In their three French plants in Lagnieu, Trevoux and Cluses, the Societe des 
Filieres Balloffet employ more than 200 specialists in die manufacture, and yearly convert 
more than 50.000 carats of rough diamonds into finished dies. 


Balloffet therefore are not mere resellers obtaining supplies from many sources and 
their production carried on under a single and long established system of supervision, re- 
sults in an unrivalled and perfect uniformity of quality. 


WHY BALLOFFET 


is in position to serve customers promptly and efficiently 
STOCK IN AMERICA 


Besides the quantities of dies that the French main works hold ready for immediate 
shipment on cabled notice, the Balloffet Diamond Wire Dies Co., will now constantly 


maintain in America a very large stock of more than 8,000 dies, from .001” up to .082” in: 


every diameter in use on the American Market. This stock will enable the Balloffet Dia- 
mond Wire Dies Co. to take instant and proper care of all requirements. 


RECUTTING WORK 


Expert workmen in the New York factory of the Balloffet Diamond Wire Dies Co. 
are in a position to handle all recutting works promptly and efficiently. 


The aim of the Balloffet Diamond Wire Dies Co. lately wholly reorganized in America 
and now under a new and reliable management is to give customers service that will be 
something more than adequate; service that will be prompt and efficient and that custom- 
ers are entitled to expect from a firm that has always led the Diamond Dies industry. They 
want to prove that, with Balloffet, “QUALITY” and“SERVICE” are not mere words but 
real facts. 
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NEW ENGLAND HIGH-CARBON WIRE CO Wyekorr Dr. 
MUSIC SPRING. PIANO. ROPE. PLOUGH STEEL SPRING ‘awn 






© & Wire 

1 Pifth Av 
New York, N. ¥ 
Cont lemen 
Bell 

ising, rc ery tru, 

es OFF Draw srepe Ys 
months with extreme y Tesults end we would Comp, 
not hesitate to recomend it; in fact, have already done a a 
DO FRE k 

80 to several of our friends in the wire business, &. muoHfS py. 


Yours very truly, 


NEW BIOLAND HIOK CARBON WIRE CO. 
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“Bell Mine” Rotary Kiln LIME 
Is Approved by Wire Makers _ 


“Bell-Mine” Rotary Kiln Pulverized Lime is superior for wire 
drawing. 


Shipped in steel drums, less carloads, or in drums or multi-wall 
paper bags in carloads. 
Consult our Mr. R. L. Hamaker, Wire & Wire Products Booth at the Iron 


& Steel Exposition in Buffalo, June 16th to 20th, or 
write for quotations. 


AMERICAN LIME & STONE COMPANY 


Owned and operated by Warner Company 


Main Office and Plant, Bellefonte, Pa. 
SALES OFFICES: BELLEFONTE PITTSBURGH NEW YORK CITY PHILADELPHIA 


Bell Mine” 


Rotary-Kiln 


PULVERI CE GB 


oh EOE Bas 




















Maschinenfabrik Aktiengesellschaft Dusseldorf, Germany 
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MORGAN CONSTRUCTION CO., Worcester, Mass. 


MORGAN~ 
CONNOR 


This is one of several types and sizes of Morgan-Connor Wire Ma- 
chine. 

It works from No. 5 gauge rod in basic and bessemer steel, and is at its 
best in sizes between 1214 and 16 gauge. 

Output per man, which of course varies with finishing size and with 
bundle weight, will range from 20,000 to 7,000 lbs. per shift. 
Air-cooling of blocks and wire allows the machine to draw rope and 
spring wire without developing enough heat to affect physical prop- 
erties. 

Finishing speeds range from 650 to 850 f. p. m. for the low carbon 
products, and 350 to 500 for high carbon. 


Sole licensee for Morgan-Conner Wire Machines in Europe 


MALMEDIE & COMPANY 





ORGA 


WORCESTER 


ENGINEERS AND MANUFACTURERS 





IN 
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WEAVER’S PICKL-AIDE 
PRODUCTS @& EQUIPMENT 


ie your pickling room is behind the 
-* times it is handicapping produc- 
tion and robbing your profits. 

The Weaver Brothers Company 
maintain an engineering depart- 
ment that is at your disposal. They 
will make recommendations for 


equipment and help you put your 
pickle-room up to date. 

Write to-day for more complete 
information and give us the op- 
portunity to either work out a single 
problem -for you or conduct a com- 
plete survey. This will obligate you 
in no way. 


The Weaver Brothers Company 
Adrian, Michigan 
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Hallden 


THE FIRST SUCCESSFUL 
FLYING SHEAR 


WIRE STRAIGHTENING 
AND CUTTING MACHINE 


HALLDEN MACHINE CO. 
THOMAST ON. 
CONN. 


nnn re 


ee 


The first machine built has been in continuous pro- 
duction nearly five years, many others four years. The 


large volume of our repeat orders is the best proof that 
our machines pay dividends. 


Write for full information 





The Waliden Machine Company 


THOMASTON, CONN. 
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UN-WIDIA ALLOY DIES 


A PROVEN PRODUCT 
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|= Specialization makes for progress =| 
2 4 e RS 
i> We make dies exclusively Gl 
= =| 
2 S 
| P= Un-Widia Alloy Dies are the result of the collabora- KA} 
= tion of the world’s best known makers of special alloys, = 
|= Fried Krupp Co., and America’s largest wire and tube = 







die manufacturers, the Union Wire Die Corporation, x 
who have the exclusive right to sell Widia metal, for 
drawing purposes, in the United States, Canada, Mexico 


and France. 
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SEE 

Un-Widia Dies Drawing Wire 

Un-Widia Dies Being Recut 
at 
The Wire Division 

of the Iron and Steel Show 

Broadway, Auditorium, Buffalo 
June 16-20, 1930 
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TRE KRUPP PRODUCT 
Widia metal is made into dies 
and sold exclusively in the 
UNITED STATES, CANADA, MEXICO and FRANCE 


bY 
UNION WIRE OLE CORPORATION 


NEW YORK 


MOTTE 
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THE WIRE INDUSTRY 


What It Is—Figures Showing Its Magnitude—Analysis 
of Wire Production—Exports, Imports, Equipment. 


HE statistics shown in the 

following tables will give an 
excellent idea of the scope of the 
wire and wire products industry 
from the production standpoint. 
In each case the figures are 
given in dollars to facilitate 
comparisons. It is interesting to 
note that wire fabricating mills 
purchased a total of $392,488,- 
679 worth of wire for fabricat- 
ing purposes; that wire mills 
purchased rods and bars to the 
amount of $46,089,075; that the 
insulated wire production was 
$210,147,947 and that $98,077,- 
280 of this was produced in wire 
drawing mills maintaining their 
own fabricating departments, 
while the balance of the insul- 
ated wire products amounting to 
$112,069,677 was produced in 


Table 1. Plants in Wire In- 
dustry. 

Table 2. Production Figures 
Classified. 

Table 3. Analysis of  Pur- 
chased Wire. 

Table 4. Summary of Wire 


and Wire Products Pro- 
duced by Wire Drawing 
Plants — Not Including 
Products of Fabricating 





other wire fabricating plants. 
As a rough approximation the 
total valuation of the output of 
the industry per year, was set 
at ¥g of a billion, with an up- 
ward tendency that should indi- 
cate a full billion dollars in the 
new census now being taken. 
Of particular interest is the 
extent to which electrical driven 
machinery has been and is be- 
ing developed in the industry. 
These statistics taken from 
the 1927 government figures are 
presented with the idea of giv- 
ing you a picture of your own 
industry and the analysis is 
given under these two general 
headings: 
A. Wire and wire products 
produced by wire drawing 
plants as shown on Table 4, with 


INDEX 


Plants “Jsing Purchased 
Wire Exclusively. 


Table 4a. Wire and Wire 
Products in Canada. 
Table 5. Analysis of Wire 


Production of Wire Draw- 
ing Plants Only. 


Table 6. Analysis of Wire 


Products of Wire Drawing 
Plants Only. 


sub-division showing wire pro- 
duced in Table 5 and wire prod- 
ucts in Table 6. 

B. The total production of 
wire products produced by all 
mills, both drawing and fabri- 
cating plants shown in Table 7. 

Details of specific products by 
class of wire subdivided into 
products is given in each of the 
tables indicated. An apprecia- 
tion of cooperation in preparing 
these figures and supplying basic 
information is extended to Mr. 
LaVerne Beales of the Bureau 
of the Census of the United 
States Department of Com- 
merce. 

These are not alone the most 
complete figures of this kind 
ever gathered but include the 
latest available data. 


Table 7. Summary of Wire 
Products of all Wire Draw- 
ing and Wire Fabricating 
Plants. 

Table 8. Power Equipment in 
Wire Drawing Plants. 
Table 9. Wire Machinery in 
Wire Drawing Plants. 
Table 10. Imports and Exports 
of Wire and Wire Products 

—1928 and 1929. 
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Widen Your Profit Margin 
e 
With 
& @ 
Firthaloy Master Dies 
HEN keen competition reduces profit margins 
and it becomes necessary to cut production 
costs, FIRTHALOY MASTER DIEs offer a means that 
the user of drawing dies should consider seriously. 
Firthaloy Tungsten Carbide in Master Pat- 


ented Drawing Dies affords a distinct economy in wire 
and tube drawing. Tremendously hard Tungsten Car- 
bide nibs are accurately fitted into heat treated stainless 
steel casings. The Master Patented Nib eliminates 
shouldering, facilitates lubrication, reduces the power 
required for drawing and greatly increases the life of 
the die. 


Automatic machinery of special design eliminates 
the personal element in the manufacture of FIRTHALOY 
MASTER DIES. Exact duplicates of any die in any 
quantity desired are assured by this automatic pro- 
duction. 







Write for further data on FIRTHALOY DIES. 











MASTER WIRE DIE 
CORPORATION 


iN 408 CONCORD AVE. 
wii NEW YORK...N.Y. 
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TABLE 1 
anes. Robart: Sia on RM ta a ge ae a Oe en on aes 132 
Wire Products Fabricating) Plants Using Purchased “Wire... en es a es ae 
fr ET) Ft Marae cases eterna Sty Ree pean Ae Bennecst es: belt Peon Spier DW BO SVE A eRY AST Cen POLY eA et Ui peer U say Reaiieres 644 
Wire Drawing Plants—These Plants are Classified as Plants fabricating Wire Products, exclusive 
OL: Wire. Drawing ants 6 ee Se 512 


follows: 
A. Plants drawing wire from Rods and Bars pur- 


Chased: from ‘other. WEIS = oo... csc catieccctce mace 73 

B. Wire Drawing Plants of steel works and rolling 
Mills producing their own Rods and Bars ............ 38 

C. Wire Drawing Plants of Brass and Copper Mills 
producing their own Rods and Bars........................ 21 
Total: Wire. Drawing Plante :2..2...0250020 6, 132 


These plants do not draw their own wire but are 
engaged in manufacturing, from PURCHASED WIRE, 
the following commodities: 
Woven Wire Wire Cloth- 

Fencing Wire Cable 
Wire Rope Bale Ties 
Tire Chains Wire Trays 
Partitions Wire Springs 
Wire Baskets 


Wire Netting 
Barbed Wire 

Wire Guards 
Grills 

Kitchen Wire Goods 











TABLE 2 
Wire & Wire Products 
Total Value $697,684,133.00 
Produced by Wire drawing establishments 462,142,821.00 


Produced by Plants using Purchased Wire 
as material (not including Insulated 











Gh AS Naar tao, Cot ue OS es DES R Fa amet $235,541,321.00 

JU OCN Gah (5 1 (aR RI ee ie PI ap RR ie eT $697,684,133.00 

EY Soe 12 aa ae RO Pc ay eh Re of ioe 210,358,331.00 

CEST Sea 2 Cet 13 00 5 eee eee eae Pls, NecRpn ap ure 487,325,802.00 

EMBL MBIGE 2. oo eect csssecarltenecioeaeeiaes Aeeeca $697,684,133.00 
Wire Products 

Iron and Steel Wire Products ...................... $252,221,556.00 


Copper Wire Products (Except Insulated 





WV 1G. and: NGADIG) - 3... jco eee ees 25,056,399.00 
Insulated Wire and Cable ..................0......... 210,047,947.00 
MOtel DWV ALG, EPOUUCUG: «02-3. 2.0.0- 02 cccneven $487,325,902.00 


TABLE 3 
Purchased Wire 
Total Value $392,488,679.00 


Purchased by plants using purchased wire 
for materials (not including Insulated 





WEG} che nee ape etnies oon iy aks 235,541,321.00 
Purchased by Insulated Wire plants ............ 156,947,358.00 
Total wire purchased for Fabrication........ $392,488,679.00 


Insulated Wire and Cable Production 


By Mills drawing their own wire 
From own rods and bars $53,100,589.00 








PON’, PUTCHARCE WIRE: o.5.06.35.00.5. oko 44,976,691.00 
eG), Sea ae Oe pee ERO Ne oi Sere $98,077,280.00 
By Fabricating Mills from purchased wire.. 111,970,667.00 
$210,047,947.00 

Purchased wire for Insulated Wire— 
By ‘wire Grawing Mills ‘:>..--2..50.......00..fsccee 44,976,691.00 
By_ wire fabricating plants. .................:.. 111,970,667.00 





Total purchased wire for insulating ....$156,947,358.00 








TABLE 4 
WIRE AND WIRE PRODUCTS 
Produced by Wire Drawing Plants 
(Not including Products of Wire Fabricating 
Plants using purchased wire exclusively) 


Total Annual Production $478,638,020.00 





Steel and Iron Wire drawn from Rods and 
Bars purchased from other mills 


Wire Departments of Steel Works and 
Rolling Mills—producing their own rods 
OA SG aS asm Aas ESC AP Ri ret cee 184,515,604.00 


Wire Departments of Brass and Copper 


183,731,487.00 








Reoliine Nei 9 022 ee cea ee 93,895,730.00 
LN, 5 SNe NOE te De eer series amen Ram a OES $462,142,821.00 
Repairing and Misc. Wire* ..............2......---- 16,495,199.00 
CES (RR RS SRE T Reet aaRO ratte TAS soe e eae En $478,638,020.00 


*Of this item—$6,978,303.00 was from pur- 
chased rods and bars and $9,516,896.00 
in Wire Departments of rolling mills. 








Table 4a—Wire and Wire Products in Canada 


1927 1928 
PEO; OF He sie bees ees 58 61 
Capital Employed .................-... $23,595,273 $24,561,246 
No. of Employees ................-------- 3,154 3,439 


$ 4,036,677 
$ 7,556,991 
$11,290,355 
$18,847,346 


Salaries and Wages ..............------ $ 3,736,677 
Cost of Materials $ 7,453,352 
Value added by Manufacturing $ 9,272,513 
Selling Value of Products ........ $16,725,865 


Largest production in 1928 
Plain Wire 
Plain Wire Sold 


.279,187,351 Ibs. 
70,656,560 Ibs. 


Income from ‘Salles  <.:.....5:..2s000:50----.se0ccs $2,260,764 
Wire ‘Nails and Spikes ...................... 1,318,127 kegs 
Wire Nails and Spikes ........................ 1,219,140 kegs 
Income: from: Sales, 6.i.5.22.82-22-22022 $4,153,522 
Insulated Copper Wire ................--.----- 12,050,540 
Bolts, Nuts and Rivets ...................--- 6,334,692 
Bare: Copper “Wie *--....2...-5.-..0..-64).5-2 4,800,735 
Sy er ae og: aaa Ra ERP tans Aree aon 2,622,377 
Screws and Screw Products .......-.......- 2,566,252 
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TABLE 5 
WIRE PRODUCTION OF WIRE DRAWING MILLS 
(Not including Fabricated Products of any kind). 

Produced from Rolling Mills 
Total Rods and Bars making own 
Production Purchased. Rods & Bars. 

IRON AND STEEL WIRE 
Om ARR RI oe oS Epon ecco oie dap c caltecep epee pee enae meres $67,618,843.00 $24,364,574.00 $43,254,269.00 
(ONS bf SS ene eee eer cera RE LE sie Nye 17,034,950.00 5,876,138.00 11,158,812.00 
oe Sp SI eee Tar 6,368,147.00 5,358,083.00 1,010,064.00 
LEG 2S ES | pT SESS eee Rel noe aera IN MERE mere 18,543,650.00 9,915,774.00 8,627,876.00 

COPPER, BRASS AND ALLOY WIRE 

LS eee ea eee a teeter ee faut, Se nl emos C4 $77,090,340.00 $43,319,918.00 $33,770,422.00 
Ts CS it Sa Aa ao SCE OSPR EA ee Nase ide aoe OE ten ra AeA RE OR 18,693,125.00 1,536,721.00 10,156,404.00 

ALLOYS OF NICKEL, ETC. 
Aluminum, Nickel, Silver, ete..................... $12,009,276.00 $2,294,513.00 $9,714,763.00 








TABLE 6 
WIRE PRODUCTS 


Manufactured by Wire Drawing Mills. 


(Not including fabricating plants, using purchased wire only). 








NES a ae ees Oe Sek aE aE ey Rr a SN ae $251,784,490.00 
Wire oroancts (excent -Inswldted Wire nnd SopOle: <.--.2c--—- knee es5scct gets ovs pc tte ns ere mov enone cepa nat dsbentsturcuapstcsbastares 153,707,210.00 
"Insulated Wire and Gable made by wire drawing mills —................2:5.0.600 os ie ee eee 98,077,280.00 
SIC II oa oat shoves usw vckutl coadars ue upce oslenmnup woo >nasipieesseseceneabed pete Satan Gouna shies otic as ede Gane ed a ee $251,784,490.00 
*Of this $44,976,691.00 is from purchased wire and $53,000,589.00 from wire drawn in same plant: 
From Purchased Rods and Bars ................. $46,089,075.00 
From Rods and Bars produced in same 
Mills drawing wire ................--..--:cscc-+ 107,618,135.00 
ES Re anne nneeert Seeccor te ane ct. $153,707,210.00 
ANALYSIS OF PRODUCTS 
Rolling 
Produced from Mills mak- 
Rods and ing own 
Total Produc- Bars Pur- rods and 
tion chased bars. 
IRON AND STEEL WIRE 
Nails and Spikes ............. Be Rare espe apoB AR $45,890,377.00 $8,231,139.00 $37,659,238.00 
PS nn Pe ae ee 536,031.00 Not given separately 
0G SE Ss SS Sree ey eee ee eee 1,471,753.00 Not given separately 
Barbed Wire, plain and coated ................-........--.--. 12,567,287.00 2,220,377.00 10,346,910.00 
JOS NS 6S EXEC. ec, a ee 30,622,041.00 18,070,606.00 12,551,435.00 
Woven wire fence, poultry netting, plain & coated 32,009,467.00 9,336,338.00 22,643,129.00 
EM UNMR ha Sis Ls Fae NG aceon celinedSancistus ckanbcahe 3,282,428.00 Not given separately 
2 ea Ia iS SSI ee EN Is Ae 3,210,471.00 Not given separately 
ERS I ee Cn Re ee 3,447,744.00 Not given separately 
Other fabricated steel wire products —...........0.......... 6,877,167.00 2,977,882.00 3,899,285.00 
Insulated wire and cable ....................:.-......ccs.ssse0-0 98,077,280.00 49,976,691.00 53,000,589.00 
COPPER, BRASS AND ALLOY WIRE 
Copper wire products, wire cloth —.....0..0000000000.00.0... 430,667.00 430,667.00 
Rope, cable and strand, except insulated . : 5,620,785.00 5,620,785.00 
Other fabricated copper wire products except in- 

TS ST ae 4,935,003.00 4,935,003.00 
Brass wire products—not including wire cloth........ $1,820,171.00 $1,820,171.00 
Bronze and other alloys, (except brass) not in- 

e. 8. ee eee 143,376.00 143,376.00 
Wire cloth of brass, bronze and other alloys............ 842,432.00 Figures not available 


INSULATED WIRE AND CABLE 


Insulated wire and cable $98,077,280.00 $44,976,691.00 


$53,100,589.00 
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TABLE 7 


WIRE PRODUCTS PRODUCED BY ALL MILLS 
Total Value $487,325,902.00 




















Iron and Steel Wire Products Copper and Brass Wire Products 
Production ........... $252,221,556.00 5 
eC we Sa sel ae WP RMMIOMEOI esse es ee tee $25,056,390.00 
Nails and Spikes ........ $48,002,203.00 ame een Tin ae ———e 
Brads and Tacks ........ 690,796.00 (Not including Insulated Wire and Cable.) 
OE ee a ela ee ee 1,596,600.00 : 
Barbed Wire .................- 12,973,239.00 I ip a ent eodaarose mnie $2,212,939.00 
Rope, Cable and Strand 46,916,232.00 Rope, Cable and Strand (except insulated) 5,908.675.00 
Woven Wire Fence and 5 
Poultry Netting ........ 43,785,781.00 Other Fabricated Copper Wire Products— 
Wire Cloth 002s 14,225,293.00 (except insulated wire) ...............2.......-- 5,062,303.00 
Other Woven Wire ........ 5,395,419.00 P ; : . 
Bale Vids ie. 4,580,426.00 Brass Wire Products—(not including wire 
Wire Springs ..........---... 32,186,970.00 ae bare ere ace cara 8,628,636.00 
Other fabricated steel Other metals (bronze and other alloys 
wire products — Tire except Brass, not including wire cloth) 224,756.00 
chains, Wire Guards, Wire cloth of brass, bronze and other alloys 6,583,138.00 
Kitchen Utensils, f : 
Lamp frames, Bask- Fabricated Wire Products—not included 
etc, Rivets, Ete......... 41,868,597.00 above classified .................. Lidl eter iaaeay 1,435,582.00 
Insulated Wire and Cable Production ........ $210,047,947.00 
Rubber Insulated ; Cotton-Insulated 
Lighting and Power Circuit— Weatherproof and Non-weather-proof ....$27,071,556.00 
SUP GS? (EERO Se ior eee AA one SN ne NAR SES $46,538,829.00 NO) SSI 5 crs 22S ce Nes ei SPY ep 2,494,479.00 
Oyo, 28 RMR NES eRe ee a SE Site, Sele eantaet Gee pa 13,103,230.00 Paper Insulated 
Lighting and power circuit and telephone 
Telephone yi Taeaate te ir ara Ge vane Poy PRE 8,863,029.00 and telegraph including submarine.... 59,624,158.00 
Flexible Cords. (Rubber insulated, on Varnished Cambric Insulated ............000.0000000..... 9,373,242.00 
Cotton and silk covered ....................-.--.0++ 11,461,221.00 Magnet Wire 
Rubber—Insulated, not distributed by Cotton and Silk Covered ...........1................ 14,093,786.00 
CIARBES DONG: 2. cserscceehe a Ae sees eeseeetans 3,956,362.00 Lp Teh 27 oe a ae SR So OS ae te SOAR aN aE 6,132,838.00 
Not distributed by class of Insulation $7,335,217.00 
TABLE 8 TABLE 9 
POWER EQUIPMENT 
Prime Movers, Motors and Generators. WIRE MACHINERY 
Wire Drawing Wire Fabricat- IN WIRE DRAWING PLANTS 


Plants (mot in- ing Plants (Not ; : . eet 5 
cluding wire drawing their] | (Does not include Machinery in fabricating plants using 








Depts. of Rolling own wire). purchased wire exclusively.) 
Mills). 
Prime Movers HP. HP. Drawing Blocks 
oe Rod Drawing Blocks ................ 11,839 
SPOON | case tesa ceacaxese 6934 152,574 6073 45,858 , 
Total Redrawing Blocks ...................... 11,387 
Steam Engines ........ 59 27,415 = 37 5,249 Fine Wire Blocks below 
Steam Turbines ... 17 19,345 4 340 (REN ERE LMT RE 0: 24,597 
Internal Combustion 
Oya 3h 2: aaa eee 4 1,622 19 334 


Waite Whadis and Total Drawing Blocks 
Seekinee 13 940 5 220 Annual capacity .......... 5,173,848 Tons 


Electric Motors 
driven by pur- 





Wire Products Machines 


























2 08 39,715 Wire Nail Machines: «:..2..02:5.3..2: 6137 
chased current ....6841 ean 60 Barbed Wire Machines ieee Woe 1408 
934 152,574 6073 45,858 Woven Wire Fence Machines... 480 
s pie Poultry Netting Machines Bee ated 224 
Total Electric ee Cold Rolling 
Meee on 9389 141,111 6715 43,205 sigs ulema ace pa 5 — 
Driven by purchased Capacity 
current as above 6841 103,252 6008 39,175 Wire Nail Machines 29,947,733 Kegs* 
Driven by current Barbed Wire Pi eee wat 
generated in estab- Machi 
lishments.............. 2548 37,859 707 3,490 Wan we hn 
—— eee | ae Machines _............ ns 
9389 141,111 6715 43,205 Poultry (Netting a 
TES Machines ............ 55,578 Tons 
K.W. K.W. Stands of Cold Rolling 
Electric Generators 48 21,692 26 2877 Machines ........... 224,154 Tons 


*Kegs of 100 Ibs. each 
Rod Mills—On main roll drives—96,360 H. P. se ptt ster 
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ee ee : Exports of iron and steel wire and wire products 
Imports of iron and stee _wire and wire products from the United States in 1929 
into the United States (in gross tons) 
(In gross tons) 
January through 
January through Item December 
Item December 1929 1928 
1929 1928 Wire KOUs 6.5200 ese ee 42,250 38,617 
ES SS ee eee een 15,653 19,298 PENT WIRD acne oon boas tee eee ee 45,629 46,177 
PPPOE Lee eei res... 5,635 Barbed wire and woven wire fencing .. 64,463 74,335 
Round iron and steel wire ............ { 5,825 4,702 Wire cloth and screening ............ 1,692 1,884 
Steel telegraph and telephone wire .... 26 173 i ee eee rete 6,959 5,367 
Flat wire and strip steel ............ 2,175 2,563 Insulated wire and cable .............. 1,075 640 
Wire wope and etramd. ............0.005 2,549 1,676 Other wire and manufactures of ...... 10,402 9,812 
FO eRe eis ah oe maak a es bone 498 774 eR PE ye nok ee rere 12,887 14,547 
Nails, tacks and staples .............. 9,130 10,136 Nails other than wire ............000. 9,582 9,149 
Bolts, nuts, rivets and washers ...... 429 278 ROE ce kas COE ein Se ETS om hae 674 743 
Bolt, nuts, rivets, except track ...... 16,235 13,278 

















NITED States exports of 

iron and_ steel products 
in 1929—some 3,032,352 gross 
tons—exceeded those of any 
other year since 1920, being 
more than the 1928 trade by 5.8 
per cent and the 1927 trade by 
38.8 per cent, according to pre- 
liminary figures. Imports, at 
738,919 tons, were lower than 
any year since 1924, being less 
than those of 1928 by 5.9% and 
those of 1927 by 1.5%. 

In point of value the export 
trade reached the high figure of 
$200,428,054, exceeding the 
1928 total of $179,880,182 by 
$20,547,872. The average value 
of shipments in 1929 was $66.10 


per ton, in contrast with $62.78 
per ton in 1928. The value of 
the exports of the several classes 
of products varied widely, the 
lowest being scrap, which in 
1929 had an average value of 
only $13.98 ($12.82 in 1928), 
and the highest priced com- 
modity wire cloth at an average 
value of $391.41 per ton. 
Although the quantity of wire 
and wire products exported in 
1929 declined by 8,000 tons, the 
value of the products shipped 
rose nearly $430,000. The trade 
as a whole was remarkably 
stable, however, the tendency to 
increase shown in the value of 
the shipments keing quite 


general, except for that of 
barbed wire and woven-wire 
fencing, in which there was a 
decline of nearly $600,000. De- 
spite this loss, this group con- 
tinued to be the principal factor 
in the trade—its chief competi- 
tors being plain black and 
galvanized wire and wire rope. 

Card-clothing imports rose to 
22,184 square feet ($34,587)— 
21,621 square feet ($33,416) 
coming from the United King- 
dom. Receipts of wire cloth in- 
creased to 56,961 square feet— 
the trade being divided between 
Germany (21,841 sq. ft.), Can- 
ada (20,118 sq. ft. )and France 
(14,930 sq. ft.). 





Special Railroad Fares to Buffalo Exposition 


N view of the great interest 
in the Iron & Steel Exposi- 
tion and Convention at Buffalo, 
June 16-20, a special reduced 
railroad fare of 11/4 fares for the 
round trip, based on the certi- 
fication plan, has been granted 
by the New York Central and 
other railroads running into 
Buffalo. To take advantage of 
this reduced rate, delegates and 
others attending the Convention 


purchase a first-class full fare 
one-way ticket from your city to 
Buffalo, N. Y., asking the rail- 
road agent for a certificate on 
account of the A. I. & S. E. E. 
Convention. 


Upon arrival at Buffalo, you 
turn this certificate over to us 
at The Floor Manager’s Office 
At Broadway Auditorium and it 
will be validated June 19th. or 
20th., and upon request at the 





above office it will be returned 
to you—then present it to the 
railroad agent at Buffalo, who in 
turn will issue you a ticket back 
to your home city at one half 
the going fare. 

These tickets will be on sale 
June 12th. to 18th. inclusive 
with a final return limit of June 
24th. remember, the reduced 
fare for return is only procur- 
able through possession of the 
certificate. 


Supply of Tickets for Buffalo Show 


Anyone in the wire industry 
thinking of attending the forth- 
coming Exposition at Buffalo 
should write to Wire & Wire 
Products, 551 Fifth Ave., New 
York, for invitations and tickets, 
admitting to Show, technical 
sessions, inspection trips and 
other features of the week. 

Many extraordinary features 
have been arranged for this 


Convention but one of the most 
attractive features of the Con- 
vention will be the Exposition. 
The value of the Equipment dis- 
played will run into millions of 
dollars and will be worth the 
time and effort of any person to 
see it. Many of the Exhibits 
will be operating, using gas, 
compressed air, or electricity. 
You will be proud to be a part 


of this wonderful Exposition. 

For complete program of Con- 
vention and Exposition see other 
pages of this issue. This is going 
to be one of the biggest and most 
important meetings ever held 
and wire men should treat them- 
selves to a short vacation and 
gain the advantages of attend- 
ance. 
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ASSOCIATION ef IRON and STEEL ELECTRICAL ENGINEERS 
CONVENTION—EXPOSITION 


JUNE 16-17-18-19-20, 1930 


’ BUFFALO, NEW YORK 


Technical Sessions, Statler Hotel, Steel Exposition — Broadway Auditorium 
Monday, June 16th 10:30 A. M.—Special Feature: Anti-Friction Bearings 
: ; for Roll Necks, to be Discussed by Steel 
9:00 A. M.—Registration. Mill Executives and Engineers, Also Anti- 
9:30 A. M.—Business Session. Friction Bearing Manufacturers. 
9:45 A. M.—Electric Developments in the Iron and COMBUSTION ENGINEERING DIVISION 
Steel Industry. 9:30 A. M.—Recent Developments in Heating Furnace 
10:15 A. M.—Shop Practices in the Iron and Steel In- bi ‘Design. " ¥. 
dustry. ; 
10:30 A. M.—S : 2 - 
11:00 A. M.—Steel Mill Lighting Problems. mao sar Bunanes dana: dra 
12:30 P. M.—General Luncheon, Safety Engineering 11:36 A. M—The Use of Mixed Gases in Iron and 
Division. Steel Plants. 
1:15 P. M.—Electrical Practices in Russia. a 
1:45 P. M.—Should Universities and Colleges Estab- ? WIRE AND WIRE PRODUCTS DIVISION 
lish a Safety Engineering Course in Their 9:30 A. M.—Galvanizing. 
Curriculum? 10:15 A. M.—Methods of Drawing Rods and the FEu- 
7:00 P. M.—Formal Opening of the Iron and Steel Ex- ropean Rod Drawing Processes. 
position, Broadway Auditorium. 11:15 A. M.—The Latest Developments. in Wire Draw- 
9:00 P. M.—Informal Reception and Entertainment. ing, Wire Forming Machinery. 
11:45 A. M.—A_ Moving Picture, the Making of Stee! 
Tuesday, June 17th eS ee ss Pee ee 
2 - — i ing Picture, t t f 
9:30 A. M—The Theory of Rolling Plastic Material. Se eee a ere 
10:45 A. M—aA Rolling Mill Analysis. 
11:30 A. M.—Welding Rods and Wire. Thursday, June 19th 
AR i ’ ‘ em 
12:30 P. oo Luncheon—Electric Engineering 9:30 A. M.—Specifications for Electric Overhead 
ma! wkearras : ; ‘Traveling Cranes. 
1:15 P. er Ry Electrically Operated 10:45 A. M.—Electrical Installations at the Lackawan- 
ie K A ob ‘ecs ; st ‘ia wee wad na Plant of the Bethlehem Steel Co. 
345 P. M.— oving Picture from the Raw Mate- -.9n' PD hid eae a ae 
vein to Chsdshed Peediact. 6:30 P. M. Horne Reception, Members, Guests, Ex 
Wednesday, June 18th Friday, June 20th 
ELECTRIC ENGINEERING DIVISION 9:30 A. M.—Inspection Trip, Lackawanna Plant, Beth- 
9:30 A. M.—Anti-Friction Bearings fer Mill Type Mo- lehem Steel Co., Lackawanna, N. Y. 
ters, General Purpose Motors, Electric (Guests of Mr. T. Burns, General Man- 
Overhead Traveling Cranes, Roll Necks. ager). Make Reservations Early. 





IRON AND STEEL EXPOSITION — BROADWAY AUDITORIUM 


50.000 Square Feet Devoted to All the Latest Types of Apparatus Used in Producing Iron and Steel. 


EXPOSITION HOURS 


Monday, 1:30 to 5:30—7:00 to 9:30 P. M. 
Tuesday, 1:30 te 5:30—Not Open in Evening. 
Wednesday, 1:30 to 5:30—7:00 to 9:30 P. M. 
Thursday, 1:30 to 5:30—Not Open in Evening. 
Friday, 1:30 to 5:30—7:00 to 10:00 P. M. 
Special Features: Welding Pize Electrically, Wire Drawing and Wire Making. 


MEETING OF WIRE SECTION AT 
HOTEL STATLER, WEDNESDAY, JUNE 18, AT 9:30 A. M. 
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ASSOCIATION ef IRON and STEEL ELECTRICAL ENGINEERS 


INSPECTION TRIP 
LACKAWANNA PLANT 
BETHLEHEM STEEL COMPANY ; LACKAWANNA, N. Y. 


FRIDAY, JUNE 20th 


Members, Guests and Exhibitors invited: Trip must be made in Special Busses which will leave 
the Main Entrance, Hotel Statler, Buffalo, N. Y., at 9:30 A. M. Reservations must be made for this 
trip at the Registration Desk, Main Lobby of the Hotel Statler, June 16, 17 and 18. 





SCHEDULE AND ROUTE A. I. & S. E. E. 
INSPECTION TRIP 


9:30 A. M.—Leave Hotel Statler. 1:30 P. M.—No. 5 Mill 48” Universal Plate Mill. 
10:00 A. M.—Arrive at Plant. 1:45 P. M.—No. 1 Open Hearth. 
10:15 A. M.—No. 2 Power House. 2:00 P. M.—No. 10 Mill 8”, 10” Merchant Mill. 
10:45 A. M.—Entrain. 2:05 P. M.—No. 7 Mill Motor Room. 
10:50 A. M.—Blast Furnaces. 2:15 P. M.—No. 1 Rail Mill. 
11:15 A. _— ge icone Pee 3:00 P. M.—Entrain. 
omplete Automatic Sub-Station. ye 
ere . 3:15 P. M.—No. 3 Power House (Purchased Power 
11:45 A. M.—Entrain S. E. Coke Plant. Sub-Station.) * 
12:00 Ncon—54” Blooming Mill Motor Room, No. 12 and As a ee 
No. 15 Mill Motor Rooms, No. 14 Mill 18”, mr. 
14” Bar and Structural Mill. 4:30 P. M.—Iron and Steel Exposition. 
1:00 P. M.—Luncheon (Guests of Mr. T. Burns, Gen- 5:00 P. M.—Grand Drawing and Awarding of Prizes 
eral Manager, Lackawanna Plant, Beth- for Attendance at the Iron and Steel Ex- 
lehem Steel Company.) position. 


The Lackawanna Plant of the Bethlehem Steel Company is equipped to manufac- 
ture the following: materials: Pig Iron, Ingots, Billets, Blooms, Slabs, Sheet Bars, Tie 
Plates, Heavy and Light Rails, Splice Bars, Structural Shapes, Sheared and Universal 
Plates, Merchant Bars, Concrete Reinforcing Bars, Sheet Piling and Fabricated Struc- 
tural Material. 


The steel and iron production equipment consists of 2 Open Hearth Plants, No. 1 
Open Hearth has 14 100-ton stationary furnaces and No. 2 Open Hearth has a 200-ton 
tilting and 8 100-ton stationary furnaces. Also, 4 10-ton converters. The capacity of 
the Open Hearth and Bessemer Departments are 2,000,000 gross tons per year. There 
are 7 blast furnaces, one of which is rated at 1,000 tons, 2 at 800 tons, one at 600 tons 
and 3 at 500 tons. The total capacity of Bessemer and Basic Pig Iron is 1,440,000 gross 
tons a year. 


Cne of the high spots in the electrification of this plant is twelve reversing mill 
motors—one-eighth of the total reversing mill motors installed in the United States and 
Canada. 


The total HP in reversing mill motors is 56,000. 


Meeting of Wire Section at Hotel Statler, Wednesday, June 18, at 9:30 A. M. 
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Put This Date Down 
In Your Calendar! 


WEDNESDAY |: | JUNE 18, 1930 


WIRE DAY 


AT THE IRON AND STEEL EXPOSITION HELD AT BUFFALO, 
N. Y., JUNE 16 TO 20 INCLUSIVE 


This is an open invitation for you to visit this Show—see the exhibits 
and attend the Technical Sessions! 
COME AND EXCHANGE IDEAS! SEE HOW THE OTHER FELLOW DOES IT! 


See the Latest Improved Machines as Exhibited by Morgan Construction Co., 
Sleeper & Hartley, Inc., and others. 


























Hear Kenneth Lewis, Vice President of Morgan Construction Company tell 
about processes and things which “can’t be done” as being 
actually accomplished in European Wire Mills. 


Come to the Technical Sessions and learn— Look over this interesting prozram— 
Technical Session of the Wire Division will be held at Hotel Statler, 
Wednesday, June 18th, 1930 at 9.30 A. M. 


A paper by Kenneth B. Lewis, Vice-President of the Morgan Construction 
Company, Worcester, Mass., on the subject of drawing wire rods. 

Mr. Lewis returned from a tour of inspection of European wire mills on 
April 8th, and will present a very interesting story about the differ- 
ences in practices existing between European and American mills. 

Clarence S. Arms, consulting engineer on wire drawing equipment,- Sleep- 
er & Hartley, Inc., Worcester, Mass., will present a paper on the sub- 
ject “Recent Developments in Wire Drawing and Wire Forming 
Machinery”. 

A paper on “Galvanizing” by W. H. Spowers, Jr., consulting engineer on 
galvanizing and associate editor of WIRE & WIRE PRODUCTS. 

A motion picture entitled “The Making of Steel & Steel Wire” with an 
informative talk by a representative of the American Steel & Wire Co. 

A motion picture on “Monel Metal and Its Uses” with a talk by a repre- 
sentative of the International Nickel Company. 

You are invited to come, learn and participate! 


Manufacturers interested in exhibiting can obtain full information from—. 


WIRE AND WIRE PRODUCTS 
551 Fifth Ave. New York, N. Y. 


Come to Buffalo, June 16-20 
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Foreign Wire Mill Practice 








Wire Drawing Practice 
in the United Kingdom 


British Methods of Annealing, Pickling, Clean- 
ing and Pointing Types of Machinery - Power 


IRE rods used in the 

United Kingdom are 

generally from 3/16 
to 144 in. in diameter. Steel 
rod is round, while most alloy 
rods are square with rounded 
corners. The smallest commer- 
cial size in low or medium-car- 
bon steel wire drawn from rods 
of these dimensions is 0.0025 in. 
in diameter. Hard steel music 
wire is drawn down to 0.002 in. 
in diameter, and copper wire is 
reduced to 0.001 in. A remark- 





By A. C. Blackall 


cool again before being opened. 
A special annealing furnace is 
employed on the Continent in 
which the wire is gradually 
brought to a temperature of 850 
deg. in a closed retort filled 
with inert gas, the temperature 
then being allowed to fall gradu- 
ally to 100 deg. before remov- 
ing the wire. It is claimed that 


the wire is then ready immedi- 
ately for further drawing. 

In Britain Barron & Crow- 
annealing 


ther’s furnace is 





Views in British Wire Mills. 


able specimen of copper wire 
drawing was exhibited a few 
years ago at the Wembley Ex- 
position. It was a spool of No. 
47 gauge, which weighed only 
one-half ounce over a pound 
yet contained 20 miles of un- 
jointed wire. 

The process of annealing wire 
is effected in much the same 
way as in ordinary engineering 
practice. The coils are put intc 
cast iron pots which are then 
heated to redness and left to 


effected by a weight and cone 
joint. The gas fills the space 
between the lids, and is left on 
until the charge cools. On is- 
suing from the outlet it is 
lighted to give an_ indication 
that the space below is filled 
with gas. Oxidation of the wire 
is thus obviated and it comes 
out bright and ready for draw- 
ing. This furnace is particul- 
arly useful for drawing hard 
metal, such as stainless steel— 
which requires annealing sev- 








At Left, Rolling Down a Billet at the Birmingham Works of Guest, Kenn & Nettlefolds, Ltd. 


Benches in This Firm’s Wire-drawing Plant. 


largely used. It has two lids, 
the lower one being formed as a 
tray for holding charcoal. The 
wire to be annealed is put intc 
the light container together 
with a few lumps of charcoal, 
the lids are then adjusted, the 
top one pegged down and the 
pot put into the furnace. When 
the wire is annealed the pot is 
removed as quickly as possible 
and a flexible metal tube is em- 
ployed to connect it with the 
gas supply, the connection being 


At Right, Draw 


eral times during drawing— 
as it eliminates the loss from 
scaling. 


Patenting and Tempering 
Processes 


The final character of the 
wire can be greatly affected 
by the heat treatment the ma- 
terial receives during drawing, 
and steel wire is frequently sub- 
jected to patenting and temper- 
ing processes at one period or 
another during its reduction 
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from the original rod. A vari- 
ety of patenting processes are 
current practice in Britain. 
Patenting temperatures usually 
range from 550 to 700 deg. C., 
though occasionally the tem- 
perature is raised to as much 
as 950 deg. C. 

The pickling process is a 
most important stage in wire 
drawing, the primary object 
being to clean the mill scale 
from the rod and prepare it for 
drawing. The coils of wire are 
steeped in a bath of diluted 
hydrochloric acid until all the 
scale has been dissolved. They 
are then washed and “banged” 
on the floor to rem ve any ad- 
hering matter. “Banging” ma- 
chines have been produced, the 
most important being that of 
Titley, of Birmingham, which 
jolts the coils on eccentrically 
operated pegs. Manual bang- 
ing, however, is still generally 
practiced in this most conserva- 
tive of industries. 

The rods are then washed and 
left to stand for some time until 
they are thinly coated by a film 
of ferric-hydrate. This coating 
has an important influence on 
the subsequent behavior of the 
rod in being drawn down to fine 
wire. The finer the wire the 
thicker the coating required. 
The metal is kept moist during 
this period. 


Cleaning and Neutralizing the 
Wire 

The next process is that of 
dipping the coils in boiling lime 
water to neutralize any free 
acid, after which they are baked 
at a temperature of 100 deg. C. 
The lime coating protects the 
film of ferric-hydrate from 
damage and prevents surface 
corrosion. In some mills the 
rods pass through an_ inter- 
mediate process of “lacquering”’ 
between “browning” and “lim- 
ing.” The coils are dipped in 
a bath of diluted copper sul- 
phate and flour, with a number 
of other ingredients. The re- 
sult is a faint deposit of copper, 
which helps to protect the coat- 
ing. After baking, the rod is 
ready for drawing. 


Hard-boiled conservatism is 
probably more in evidence in 
the British wire-drawing trade 
than in any other branch of en- 
gineering. Machinery installed 
half a century ago is still in use 
today. It is of excellent quality 
and has never been improved 
upon sufficiently to warrant its 
scrapping and renewal with 
modern plant. Nothing less 
than an epoch-making invention 
that will render the bulk of ex- 
isting wire-drawing plant obso- 
lete seems likely to be of use in 
effecting a general moderniza- 
tion of British wire factories. 
There are, however, some well- 
equipped works in the Birming- 
ham district, and it is notice- 
able that as one progresses 
northwards the working condi- 
tions improve. In Birmingham 
the benches are usually set 
against the walls of the shop. 
Consequently, there is a ten- 
dency’ for refuse to collect 
under them to the detriment of 
the gearing working the ma- 
chines. Farther north, how- 
ever, the lines of drawing 
blocks are generally laid out in 
the center of the room, with 
the operatives working alter- 
nately on either side. This 
scheme has the advantage that 
both sides of the machines are 
accessible for cleaning or over- 
haul, while the arrangement of 
the operatives reduces the over- 
all length of the plant for a 
given output. 


Other Departments Separate 
From Drawing 


In the best-equipped works 
pickling, annealing, and point- 
ing are carried out in depart- 
ments entirely separate from 
the drawing shops, and fre- 
quently the maintenance of the 
dies is also taken out of the 
drawer’s hands. In the newest 
factories the dies are prepared 
in a special tool room and are 
issued to the drawer according 
to his needs. When they are 
worn, the dies are returned for 
adjustment. The rods, also, are 
pointed ready for threading 
through the dies before being 
sent to the drawer. In fact. 
everything possible is now done 
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to sectionalize and systematize 
the work of the factory. 


Power is transmitted to the 
machines in the older mills by 
means of underground shafting 
but there is a decided tendency 
to adopt electric driving at pres- 
ent. For the heavier wires a 
motor is usually provided for 
each drawing block, while for 
lighter wires the blocks are 
generally grouped and driven 
by motors through shafts in 
the bases of the machines. The 
electric drive may be varied in 
speed according to the require- 
ments of the different gauges 
of wire. Moreover, the stop- 
page of one machine need not 
affect any others, and the ma- 
chine can be started and stop- 
ped more conveniently when it 
is being prepared for work. The 
electric drive is very smooth— 
a most important consideration 
in a wire mill. 


Steam Power Widely Used 


There are, of course, many 
well-known wire-drawing plants 
in the United Kingdom which 
are still driven directly by 
steam engines, and for some 
classes of work this system is 
hard, to better. Conservatism. 
however, is the main reason for 
the big sway the steam engine 
still exercises on the industry 
in general. The wire-drawing 
blocks operate at a_ relatively 
low speed and a large amount of 
power is required by the ma- 
chines covering only a moderate 
floor space, so that with an en- 
gine and shafting the power car 
be delivered to the drawing 
block very economically and by 
means of plant that is unlikely 
to get out of order. The reli- 
ability problem is naturally im- 
portant, but in a wire-drawing 
mill it is of paramount import- 
ance, as the men are almost al- 
ways paid piece rates, and if the 


engine stops or anything goes 


wrong with the driving gear 
friction is liable to be caused 
among the workers. 

At the works of E. & A. 
Smith & Co., Cleckheaton, one 
of the big steel wire manufac- 
turers of Yorkshire, the two 


(Please turn to page 247) 
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Modern Shop Facilities and Equipment 











Light—Another Industrial Tool 


Insufficient or Inadequate Lighting in a Factory 
Analogous to a Partial Blindfold Upon the Workers 


cutives are beginning to 

realize more and more the 
value of adequate illumination 
as an aid in the successful oper- 
ation of business. Despite the 
great progress made during the 
past 20 years in introducing ma- 
chine methods as a substitute 
for human hands, the human 
element is still the most import- 
ant and enters into the execu- 
tion or control of practically 
every operation, automatic or 
semi-automatic. The executive 
knowing that factory operation 
is contingent upon human effici- 
ency and that this in turn is de- 
pendent more upon sight than 
any other element, is bringing 
to his workers that fundamental 


Pratives are factory exe- 


factor so necessary for good 


vision—adequate illumination. 


Better Lighting—A Produc- 
tive Tool 


The factory manager is pri- 
marily interested in good light- 
ing as it relates to production 
but such factors as accidents 

*Engineering Department, Edison 
Lamp Works, National Lamp Works, 
General Electric Co. 


By Dean M. Warren* 


lower shrinkage, a neater and 
cleaner plant as well as a higher 
morale among his employees are 
in some cases as valuable from 
the monetary point of view as 
increased production. They 
are, however, more difficult to 
evaluate, but their worth un- 
questionably will justify the in- 


stallation of a lighting system 
of the most modern design. 
Every industrial plant has tools 
necessary to perform the vari- 
ous operations; light also is a 
tool of the industries. It per- 
forms its duties as faithfully as 
any labor-saving machine in the 
plant; it is a tool which both the 
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Fig. 1 and 2. A Bare Lamp Like This (Above at Left) Cause Eye Strain, Fatigue and 


Contraction of Pupils as Indicated. 


Proper Shading of the Light Source and Frost- 
ing the Bowl, Eliminates Glare,Thus Permitting 
the Pupil to Expand and Function Normally. 


day and night shifts find neces- 
sary and useful. 

One frequently hears discus- 
sions on higher standards of 
artificial lighting and there has 
been considerable written about 
“productive intensities” which 
have had their basis in numer- 
ous production tests in actual 
factories under various levels of 
illumination. The Timken Roll- 
er Bearing Co. conducted a test 
over a period of 3 months to de- 
termine the time required for 
inspection of roller-bearing parts 
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Fig. 5. 


under various levels of illumi- 
nation from 5 to 20 foot-candles. 
The following table shows the 
results: 


% Increased Cost of 
Production Light in 





Per Employee % of 

Foot-Candles Payroll 
5 (old system) 0.3 
6 (new system) 4.0 0.8 
13 (new system) 8.0 1.6 
20 (new system) 12.5 2.4 

The Detroit Piston Ring Co 
ran tests over a 15-month 


period, increasing their intensi- 
ties to 18 foot-candles. This 
meant an_ additional cost 
amounting to 2% of the payroll 
but their production was _ in- 
creased 25%. Such evidences 
of what good lighting will do— 
and it is piling up every day— 
might well be dismissed with a 
wave of the hand if these re- 
ports dealt simply with provid- 
ing light in dark areas which 
had not been lighted. Such was 
not the case, for in the majority 
of instances, fair average con- 
ditions of artificial illumination 
prevailed initially and the bene- 
fits accrued simply by improving 
the character and quantity. 


Light and Safety 


R. E. Simpson of the Travel- 
ers’ Insurance Co. points out 
that approximately 15% of all 
industrial accidents can be 
traced to poor lighting. In ad- 
dition to the unnecessary suf- 
fering caused, these accidents 
are costing American employers 


View in a Wire Mill Showing High Ceiling. 
of Illumination Throughout the Entire Interior. 


more than $300,000,000 a year 
in excess of the entire industrial 
lighting bill. 

Every plant needs artificia! 
light, regardless of whether or 
not any night work is done. 
In December for example, there 
are on the average only 5 hours 
of sunlight per day, and obvi- 
ously there should be an even 
working light for the entire 
day. In a plant well lighted by 
daylight alone, the illumination 
on a coludy day drops from 40 
or 50 foot-candles to 3 or 4. 
The changed intensity is notice- 
able in increased spoilage, more 
accidents and less production. 
With good artificial lighting, the 
winter peak of accidents is re- 
duced and the average for the 
entire year considerably de- 
creased. 


A Managerial Problem 


The factory lighting question 
at the outset, is a problem for 
the management rather than a 
routine task of the millwright 
or electrician. Many an execu- 
tive may lift a quizzical eye- 
brow at this, especially those 
who know they have thorough- 
ly competent technical and oper- 
ating staffs. Yet the bearing 
that light has on production, 
shrinkage and accident preven- 
tion, makes the general problem 
of lighting worthy of the man- 
agement’s attention. 


Here the Deep Bowl Type of Unit Is Used and so Spaced as to Give a Uniform Level 
This Bringing about More Satisfactory Working Conditions. 


It might be thought that 
lighting, of whatever quality 
merely involves lamps, reflec- 
tors, wires, sockets and a lot of 
other equipment which the elec- 
trician can care for completely. 
That has too long been the atti- 
tude toward lighting practice. 
There has been too great a neg- 
lect of the fundamentals of vis- 
ion, human reaction to light; 
and it is this consideration 
which makes the lighting prob- 
lem—whether poor lighting 
should be tolerated—one essen- 
tially for the executive. We 
have good lamps, we have good 
reflectors, and by their proper 
combination, it is possible tc 
produce any required level of 
illumination. To be more speci- 
fic, we can control shadows, min- 
imize glare and reflected glare, 
control the illumination on the 
vertical and horizontal planes 
and provide it in any abundance 
desired. 

When we consider all of these 
things and say so glibly what 
can be done, the question of 
cost instinctively rises in the 
minds of the executives. Suffice 
to say with the returns on the 
investment of good lighting, 
even the highest standard which 
might be considered expensive 
will stand the scrutiny of anyone 
Progress of lamp development. 
increased efficiency of light 
sources, and lower rates for 
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energy have all been so favor- 
able that today we can provide 
30 foot-candles for the same 
money that 3 foot-candles of 
illumination cost 25 years ago; 
if lighting costs could be justi- 
fied a decade ago, today we can 
provide 10 times that much light 
with the same expenditure for 
lamps and electricity. 


How to Tell Good from Bad 


If better factory lighting in- 
creases production—and if in- 
adequate lighting causes acci- 
dents, increases spoilage and 
lowers morale—why then should 
any factory manager tolerate 
less than the best? There can 
be but one answer to this ques- 
tion; that adequate lighting is 
not always apparent. Indeed, 
so far as ordinary conditions of 
vision are concerned, factory 
officials very often are satisfied 
until a fresh point of view is 
taken and comparisons are 
made—not with yesterday’s, but 
with today’s standards. 

Even satisfactory initial de- 
sign is not a guarantee of per- 
manently good lighting. Work- 
men may have used the wrong 
sizes or types of lamps to re- 
place burnouts. Because of 
lack of convenience outlets, a 
lighting outlet may be utilized 


to attach an extension cord, re- 
ducing the illumination in the 
area originally served .by that 
unit, together with the possi- 
bility of overloading that branch 
of the circuit. Neglect, as well 
as lack of information as _ to 
what constitutes good lighting. 
is responsible for illumination 
which is below par. 

The simplest and easiest way 
of checking up on any lighting 
system is by the use of a foot- 
candle meter—a compact little 
instrument about the same di- 
Mensions as an ordinary cigar 
box and weighing 3 pounds. It 
can easily be carried from one 
workbench or machine to an- 
other and the _ illumination 
measurement quickly and ac- 
curately determined. A survey 
of this sort will point out to you 
wherein your illmination falls 
below par. 

Methods of Lighting 

‘There are three methods of 
lighting which find application 
in the wire-working industries. 
So-called “local” - lighting with 
drop cords or small light on in- 
dividual machines. A lighting 
system, however, which con- 
sists entirely of local units over 
individual machines is to be 
shunned; true, such a system 
usually means a high intensity 
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of light immediately on the 
work, but there is too great a 
brightness contrast with the 
surroundings. The eye is forced 
to adjust itself to a different 
brightness every time the work- 
er looks up from his operation; 
this will eventually cause eye- 
strain. This method has been 
largely superseded by general 
overhead lighting, _ relieves 
brightness contrasts, brightens 
up the shop, makes supervision 
easier and promotes a more san- 
itary condition. 

General, or overhead, light- 
ing consists of light sources 
mounted overhead and insofar 
as possible symmetrically ar- 
ranged, usually according to 
bays, to produce approximately 
uniform illumination through- 
out a given area. Properly de- 
signed, such lighting makes pos- 
sible good vision, in any location 
or position, and, where over- 
hanging machine construction 
does not prevent, is the ideal 
method of industrial, lighting. 
However, where extremely fine 
work is being done, the high in- 
tensity or direction of light 
necessary may require the use 
of local lights, but they should 
always supplement the general 
illumination. 


(Continued on page 236) 
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Fuel Oil for Pot Annealing 


of Wire 


Furnaces, Oil System, Burners and Other 
Equipment—Operating Results and Economics 


U NIFORMITY of grade, is 
the principle objective 
striven for, in this age 
of exacting and diversified speci- 
fications, with lower costs and 
greater production only slightly 
less important. In the anneal- 
ing of wire the fuel used and its 
application may affect one or 
all of these factors. For some 
few years past one of the large 
modern mills has been using 
fuel oil for these and other pur- 
poses, and has found it to be a 
satisfactory and economic fuel. 
A description of the anneal- 
ing furnaces and oil system in 
use follow: The furnaces, eight 
in number, are of the single pot 
type. They are cylindrical in 
shape, approximately 10 ft. dia- 
meter by 12 ft. high, thermally 
insulated and steel jacketed. 
The construction of the fur- 
naces is simple, but practical, 
maintenance costs being a mini- 
mum. Two circular walls, con- 
centric with the vertical center 
line of furnace, with a flat tile 
roof, and a refractory pedestal 
in the bottom to support the 
pot and its charge, form the fur- 
nace. The refractory pedestal 
is circular, slightly larger in 
diameter than -the annealing 
pot, built up from the bottom 
of the furnace and capped with 
an inverted saucer of cast iron. 
The object of the saucer is to 
provide a smooth level base up- 
on which to rest the pot with 
its charge. Six inches away 
from the pedestal is a 9 in. clay 
brick wall, circular and perfor- 
ated. Thirteen inches away 
from the outside wall of the 
furnace. The 13 in. space, be- 
tween the perforated wall and 


*Combustion Engineer, Lebanon, Pa. 


By R. S. Coulter* 
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the outside wall is the combus- 
tion chamber of the furnace ex- 
tending entirely around the fur- 
nace and from top to bottom. 
The heat necessary for the an- 
nealing operation is furnished 
by two low-pressure oil burners. 
One is located near the top of 
the furnace and is fired hori- 
zontally from a tangential posi- 
tion into the combustion cham- 
ber. The other burner is fired 
the same way but is located at 
a somewhat lower elevation. The 
products of combustion and 
flame rotate rapidly within the 
combustion chamber, pass 
through the perforated inner 
wall into the pot chamber, 
thence downward to flue open- 
ings alongside the pedestal in 
bottom of furnace, past a sec- 
tional cast iron damper into a 
main flue common to all the 
furnaces. The top of the com- 
bustion chamber and furnace 
is covered with flat tile, insulat- 
tion and a steel plate. The tid 


over the furnace or annealing 
pot pit is a refractory lined 
close fitting casting. 


Uniform Heat, No Local Hot 
Spots 

The effect of the rotating 
flame and perforated wall is 
a surprisingly uniform heat 
throughout the furnace, with no 
localized hot spots, and no flame 
impingement on the pot. All of 
which results in long life of fur- 
nace refractories and annealing 
pots. 


Two base metal thermo- 
couples, protected with refrac- 
tory tubes of fireclay and silli- 
manite, are used on each fur- 
nace in conjunction with duplex 
recording pyrometers making a 
temperature log of each heat on 
a strip chart. 

Adjacent to the furnaces is 
a row of individual refractory 
brick lined pits serving the dual 
purposes of providing a conven- 
ient position for pots while 
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charging and sand sealing the 
tops, and providing a means for 
slow cooling of the annealed 
wire outside of the furnace, re- 
leasing the furnace for a fresh 
charge. The use of these auxil- 
iary pits speeds up the charging 
operation and practically keeps 
the furnaces operating at maxi- 
mum heat capacity continuous- 
ly, which results in fuel and 
time saving. 

The fuel oil system was de- 
signed and installed, bearing in 
mind a few common sense fun- 
damentals such as: 

(a) Burners and auxiliary 
equipment must be so flexible 
and foolproof that any operator 
of average intelligence, without 
previous knowledge of combus- 
tion and annealing could follow 
directions and be assured of ob- 
taining a perfectly annealed 
product and at the same time 
use a minimum quantity of 
fuel. 

(b) The oil system must be 
able to handle and utilize effi- 
ciently all grades of fuel oil 
from the heavy viscous 12 deg. 
Beaumé up to the light gas oils 
of 33 deg. Beaumé, without 
change of burners. This to take 
advantage of fluctuating mark- 
et prices of fuel oils of differ- 
ent grades. 


(c) The burners used must 
atomize and burn the oil thor- 
oughly without carbonizing or 
clogging and without creating 
a smoke nuisance, irrespective 
of the grade of oil used. Also, 
the regulation of the burners 
must be such that a neutral or 
slightly reducing atmosphere 
can be maintained in the fur- 
nace to minimize scale and cor- 
rosion troubles on pots and 
product. 


Equipment of the Oil System 

Briefly described, the oil sys- 
tem included the following 
equipment, 

1. A 1-4 in. line connected to 
the main plant circulating oil 
system serves the burners of 
all the annealing furnaces. 
Along oil line was run a 1/ in. 
steam heater line to be used 
when starting up and during 
periods when exceedingly visc- 


ous oil was being used. The oil 
and heater lines are tied to- 
gether and thermally insulated 
with 85% magnesia sectional 
pipe covering which in turn was 
wraped with a good grade of 
fireproof roofing paper. The 
steam heater line terminated 
with a small bucket type steam 
trap. 

2. An oil perheater of the coil 
type, steam heated, was furnish- 
ed. The temperature of the oil 
to the burners being automatic- 
ally regulated by a temperature 
regulator, 


3. A single oil meter located 
ahead of the heater measured 
the flow of oil to the annealing 
furnaces. Accurate records be- 
ing kept of fuel consumption 
per heat and per period. 


4. A motor driven turbo-fan 
furnished air at 1-14 lbs. per 
square inch pressure for atom- 
ization of the oil. The burners 
requiring 30 to 40% of the air 
necessary for complete combus- 
tion to atomize the oil, or ap- 
proximately 600 cu. ft. of free 
air per gallon of oil atomized. 

5. A magnetic type safety 
stop salve was installed in the 
oil line and was electrically con- 
nected to the fan furnishing air 
for atomization. The purpose 
of the valve being to stop auto- 
matically the flow of oil to all 
the burners should the current 
fail and stop the fan. This is 
a very important fire prevention 
feature and is worthy of special 
note. 

6. Two 3 in. Venturi low 
pressure oil burners were _ in- 
stalled on each furnace. The 
burners installed on the anneal- 
ing furnaces were selected be- 
cause of the excellent exneri- 
ence record thy held in other 
parts of the plant. Because the 
oil burner is a most important 
factor of any oil burning sys- 
tem it might be well to explain 
the principles of operation and 
construction of this particular 
burner as a matter of general 
interest. The low pressure fan 
air passing through the burner 
performs three functions: (a) 
Atomizing the oil, (b) Supply- 
ing a portion of the air for com- 
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bustion, (c) Regulating the 
length of the flame. 

The air enters a venturi shap- 
ed tube in the burner through 
four tangential slots giving it 
a rotary motion. It strikes the 
oil, issuing from radial orifices 
in a central nozzle, at right 
angles at the restricted portion 
of the venturi tube. With the 
air at its greatest velocity at 
this point it thoroughly atom- 
izes the oil. The nose of the 
burner is adjustable in length, 
this feature in addition to a jet 
of secondary air under pressure 
permits the operator to obtain 
variations in flame characteris- 
tics. The total air to the burner 
may be varied by means of a 
butterfly valve within the burn- 
er. The oil regulation is had 
by means of a separate valve. 
An important feature of this 
valve is the oil strainer within 
the valve body. This strainer 
catches all foreign particles in 
the oil of a size that would tend 
to clog the burner. 


The burners receive oil at 80 
Ibs. pressure although they 
function satisfactorily at 35 lbs. 
The reason for the relatively 
high pressure being due to the 
proximity of the annealing fur- 
naces to the plant oil pumps 
which are operated at the high- 
er pressures. 


Operation of the Furnaces 


Cast steel pots are placed in 
the charging and cooling pits 
described above, filled with coils 
of drawn wire, the charge 
weighing around 5,000 lbs. After 
the pots are filled, steel plate 
lids are put in place and sand 
sealed to prevent air infiltration 
and scale troubles. An over- 
head crane lifts pots and its 
charge out of the pit and places 
it on pedestal in the pot furnace, 
then furnace lid is put on and 
annealing started. 

The pot and its charge are 
brought up to annealing temp- 
erature as rapidly as possible, 
using both burners, this time 
usually being from 2 to 4 hours 
depending on tensile strength 
required, and temperature of 
furnace at time of charging. 
The predetermined annealing 
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temperature reached, one oil 
burner is shut off and tempera- 
ture held for any length of time 
desired. At end of holding time 
crane transfers the hot pot and 
charge from furnace to auxil- 
iary pit where slow cooling 
takes place. The time required 
from charge to draw varies be- 
tween 4 and 6 hrs. ° 

The furnace is immediately 
charged again with another pot 
and the cycle repeated. 


Maximum Production With 
Minimum Loss 


Following this procedure 
maximum production is obtain- 
ed from furnaces with a mini- 
mum heat loss. The furnaces 
do not have an opportunity to 
cool down and hence the fuel is 
used only to do useful work and 
make up the usual normal radi- 
ation and stack losses. This re- 
sults in maximum fuel economy 
with this equipment. 

The thermocouples are so lo- 
cated that the junction points 
can “see” the entire length of 
the pot and with a minimum 
radiation effect from the perfor- 
ated wall through which the 
products of combustion flow. To 
determine the true temperature 
of the pot and its charge at any 
time, the operator shuts off the 
oil burners so that the hot pro- 
ducts of combustion will not af- 
fect his reading; the heat sup- 
ply being stopped the pot and 
charge immediately begins to 
radiate heat and the relative 
temperature registers on the re- 
cording pyrometer chart. This 
scheme works out very nicely 
and the operator having been 
given the correct temperature 
to work to can produce exactly 
the results required and can 
duplicate them at will on subse- 
quent charges. This means uni- 
formity of product which is 
highly desirable in many pro- 
cesses requiring the use of an- 
nealed wire. 


Fuel Consumption 


The fuel consumption, while 
it varies with the treatment 
given the wire in individual 
charges, will average over a per- 
iod of a month, 2014 gals. per 


net ton annealed. This figure 
includes all standby oil and 
warming up oil consumption. 
When the weight of the pot is 
taken into considration, as be- 
ing heated to the same tempera- 
ture as the wire product it is 
readily apparent that the ther- 
mal efficiency of the operation 
is relatively high. The oil con- 
sumption given above corre- 
sponds to 220 lbs. coal equiva- 
lent, or 2,750 cu. ft. natural gas 
equivalent, or 5,550 cu. ft. of 
coke oven gas equivalent. 

One fireman and one helper 
per 8-hr. turn perform all the 
duties pertaining to the anneal- 
ing operation on the eight fur- 
naces, except major repairs and 
transportation of wire to and 
from the department. These 
two men charge and discharge 
the furnaces, operate the oil 
burners, keep records, make 
minor repairs and adjustments 
and still find time to keep the 
place clean. 


Summary of the Installation 


Annealing wire with fuel oil 
in single pot annealing furnaces 
has proven entirely satisfactory 
and by local comparison, eco- 
nomical, Two men required per 
8-hr. turn for an estimated daily 
capacity of 60 tons. Low fuel 
consumption, 2014 gals. oil per 
ton. 

Simple but highly efficient 
fuel oil system with ability to 
use economically all commercial 
grades of fuel oil. Each item 
making up the system, from oil 
burners to piping layout having 
been selected because of prev- 
ious satisfactory experience and 
adaptability. 

Safety from fire hazards; the 
installation of automatic mag- 
netic stop valve in oil line which 
functions when the atomizing 
agents fails. 

The pits used for charging 
pots and for slow cooling of an- 
nealed wire provide a worth- 
while convenience and speed up 
production. The furnaces being 
used only to bring the wire up 
to annealing temperatures and 
holding there for grain struc- 
ture or tensile strength. 

The location and arrangement 
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of thermocouples which make 
it possible to obtain correct heat 
treatment without variable in- 
accuracies due to radiation, re- 
sulting in uniform product. 


Conclusions and Results 

Fuel oil, of any commercial 
grade, when it may be purchas- 
ed at a price per million B. T. 
U.’s comparable to the fuel it 
is competing with, can be adapt- 
ed to existing or new pot an- 
nealing furnaces, with the as- 
surance that the results will be 
satisfactory from the _ stand- 
point of uniformity, production 
and costs, assuming of course, 
that the system is installed cor- 
rectly. 

A tabulation of comparative 
fuel values is shown here as a 
matter of general interest. The 
figures were calculated from a 
B. T. U. comparison of the var- 
ious fuels and if we assume the 
same furnace efficiency and all 
other conditions equal, the tabu- 
lation will prove fairly accurate. 
To use the table; Let us assume 
you are paying $.36 per 1,000 
cu. ft. of natural gas, all other 
conditions equal, this price is 
equivalent to $.05 per gal. fuel 
oil, $7.68 per gross ton gasified 
coal and $.18 per 1,000 cu. ft. 
of coke oven gas. 


Coal for 

Fuel Producer Natural Coke Oven 

Oil Gas Gas as 
Gals Gr. Ton M. Cu. Ft. M Cu. Ft. 

.02 3.06 -146 .072 

.03 4.60 -218 -108 

04 6.14 -292 .144 

-05 7.68 .366 -180 

06 9.20 438 234 

07 10.70 510 .253 





Savannah Iron & Wire Works, 
Inc., Savannah, Ga., has remov- 
ed its plant to larger quarters at 
234-8 E. Broad St., where it will 
occupy 12,000 sq. ft. floor space, 
with yard area to take in entire 
block. 





Surface Combustion Co., To- 
ledo, O. has plans for a new 
$250,000 building adjoining 
present plant. The company 
manufactures industrial heat- 
ing equipment. 





American Chemical Paint Co., 
Ambler, Pa., has acquired acid 
cleaning department of Rex Pro- 
ducts & Mfg. Co., Detroit. 
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Surfaces To Be Sprayed 
Improved By Chemicals 


Description of Improvements Being Made in Swiss Prac- 
tice As Zinc Spraying Competes with Galvanizing 


ROBLEMS pertaining to 

metal spraying were discus- 
sed by a group of interested per- 
sons meeting in Brussels early 
in the year, according to the 
Swiss Welding Journal. Zinc 
spraying is now strongly com- 
peting with galvanizing. Thriv- 
ing plants spraying up to 60 
tons of metal per week exist in 
Holland, Belgium, France and 
England. Whereas hot galvan- 
izing practice tends toward 
minimizing the thickness of the 
zinc coat, spraying puts on from 
0.10 to 0.18 Ib. per sq. ft. 

Rapid formation of a protec- 
tive skin of zinc oxide on a 
sprayed coating is of great im- 
portance. Treating with sodium 
chloride speeds up the forma- 
tion of this layer and produces 
zinc coatings which resist the 
action of sea water and air ex- 
traordinarily well. 

Since, in the metal spraying 
process, a liquefied metal wire 
is atomized into fine particles 
by a compressed air jet, it is not 
to be expected that the deposit- 
ed metal will form a homogene- 
ous mass. Even if the particles 
should hit the surface in a com- 
pletely liquid state, instead of 
in a plastic state, it would not 
only be impossible to hold the 
molten metal together on ac- 
count of the compressed air jet, 
but the liquid metal would flow 
down vertical surfaces during 
the application. The alternative 
is to fill the sprayed coatings 
by chemical or mechanical 
means. Nature performs this 
task for zinc; oxide and carbon- 
ate are formed which close up 
all pores of the coated layer. 
This natural protective layer 
either does not occur or is in- 
sufficient in coatings of other 
metals such as aluminum, tin, 
copper and lead. Painting with 


all sorts of preparations has 
been unsatisfactory, as they 
were too easily dissolved or 
worn off. 

Far better results are had 
when the metal layer is treated 
with certain chemicals which 
react with the metal. Durable 
aluminum coatings are produc- 
ed, for instance, by treating the 
layer with acids and carbonates. 
Containers for breweries, sugar 
refineries and laundries have 
been so treated and have stood 
up well in service. 

Spraying with aluminum as 
a protection against high tem- 
perature has given divergent re- 
sults. One German plant pre- 
heats the steel to a red heat be- 
fore spraying with aluminum; 


a French concern heats the ob- 
ject after coating with alumin- 
um and after a treatment with 
borax and soda to about 930 deg. 
Fahr. In England aluminum 
coatings are applied to iron or 
steel specially alloyed for this 
purpose, 

Spraying with tin has also 
given more satisfactory results 
when subsequent chemical treat- 
ments have been applied. Tin 
coatings treated with acids and 
silicates are very satisfactory 
for food and oil containers and 
baking ovens and cooking uten- 
for vessels and machines used 
sils. In Belgium tank cars for 
shipping acids have been spray- 
in oleomargarine manufacture, 
side says a writer in Iron Age. 





Standard Hoist with Pendant Rope Control Being Used for Wire-block Stripping. 
(Courtesy, Shepard Niles Crane & Hoist Corp.) 
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Universal Spring Coiling Machines 


poring AEs Our specialty for the past 20 years has been the manufac- 
See. ture of Wire Coiling and Wire Winding machines. The World 

von leaders in this field are the UNIVERSAL SPRING COILING 
MACHINES. 


Made in 11 sizes, they handle cold, oil-tempered wire from 
.004” to 5” diameter, and operate automatically, feeding and 
cutting to accurate size. These machines will coil any wire 
within their allotted range into a spring having an internal 
diameter of three times the wire size, and will cut it with ease. 
The machines also square off the spring ends, doing away with 
expensive hot pressing. 





No. 3, Series 318 
Universal Coiler 








Torsion Spring Winding Machines 


OUR TORSION SPRING WINDING MACHINES are 
known as fast, powerful and accurate machines. They take 
the wire directly from the coil—feeding, winding and cut- 
ting it automatically. It will wind either right or left-hand 
coils and projecting ends may be left on either or both ends 





of the spring. In some cases special bends may be placed 


; ? r . ‘ i , A No. 2, Series 270 
in the projecting ends. This machine is made in five sizes. Torsion Spring Machine 








Coilers for Specialized Springs 


Our FURNITURE SPRING COILING MACHINE has a wide 
range of utility. Handling from No. 8 to No. 14 wire, it produces 
springs from 34.” to 614” diameter in any of the usual hourglass, 
cone or straight-side shapes. 

The MARSHALL SPRING COILING MACHINE, improved to 
produce up to 50 springs per minute, has an accurate output in the 
springs now used extensively in upholstery and mattress work. 

We have developed a Special Coiler for making helical bed 
springs which, when run in company with our HELICAL CUTTING 
and HOOKING Machine, will produce 4000 lbs. of the standard 34” 
dia., 12-coil bed spring daily. 

Sciica. Miiiies Other specialized coilers of our manufacture are the REC- 
aie Mee TANGULAR SPRING, FLEXIBLE METALLIC TUBE, and CASING 


Coili Machi 
Sages 496" COILING MACHINES. 











SLEEPER & HarTLey, Inc 
WORCESTER, MASS., U.S. A. 


We would be pleased to have you inspect our exhibit at Booths 225-226 in the Wire 
Division at the Iron and Steel Show at Buffalo, N. Y., June 16-20 
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Continuous Wire Drawing Machines 








CONTINUOUS ROD FRAME 
No. 5 Rod to No. 14 or No. 15 Wire. 


All anti-friction bearings. 









No differential gearing. 






Automatic compensation for speeds of heads. 


Wire Pointer attached to frame. 


DOUBLE 5-DRAFT DRY INTERMEDIATE 


No. 14 to No. 23 High or Low Carbon Wire. 

3 to 4 Blocks to the average operator. 

Production: 

No. 14 to No. 19—4 hole, 1400 lbs. of wire per Block. 

No. 14 to No. 20—5 hole, 1100 Ibs. of wire per Block. 
More than 500 Heads of this improved model in operation. 





DOUBLE 8-DRAFT FINE WIRE WET 


No. 22 to No. 36 High or Low Carbon Wire. 
6 Blocks to average operator. 
Production on No, 22 to 33 wire, 8-hole, 660 lbs. per day of 


Many thousands of these Heads are in operation. 











Wire Pointers 


OUR WIRE POINTERS, of simple and sturdy design, are made in three sizes. They handle 
No. 4 rods down to the fine wire sizes. Two are of the revolving roll type while the third has 








10 hrs. 















ocillating rolls. In the largest size a powerful shear is an integral part of the machine. 


Wire Rolling and Flattening Mills 


OUR ROLLING MILLS have been developed for the shaping and 
flattening of wires in the smaller sizes into special shapes. No. 1 machine 
has a built-on Take-Up which permits tying of the wire before removal. 
No. 2 machine is water-cooled and with this we can furnish Take-Ups 
either with or without traverse mechanisms. 





Rolling Mill 
and Takeup 














American Agents 
NEW YORK TERRITORY—tTriplex Machine Tool Co. 
PHILADELPHIA TERRITORY—Swind Machinery Co. 


CHICAGO TERRITORY—Neff, Kohlbusch & Bissell, Inc. 


SAN FRANCISCO—L. G. Henes Machine Tool Division of Jenison 
tin WORCESTER 
’ 


LOS ANGELES—L. G. Henes Machinery Co. 
We would be pleased to have you inspect our exhibit a t Booths 225-22¢ in 
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Single Hole Wire Drawing Machines 




















OUR IMPROVED 10-BLOCK ROD FRAME embodies the 
the latest and most improved practice. Long, stiff, vertical 
Block Spindles, each equipped with powerful friction 
clutches, and running in anti-friction bearings provide 
smooth running and practically noiseless operation. 





This Improved 10-Block Rod Frame will reduce costs 
over any Single Block Frame now offered. 





EXTRA HEAVY 16 FRAME for .65 Carbon 
Wire No. 1014 to .037”, with cut gears and 
anti-friction bearings, silent chain drive and 
double-deck blocks where required. 











= Wire Pullers 


THESE WIRE PULLERS are made to our own design in four sizes. 
Constructed of solid steel, they will stand up under use and abuse. The 
smallest size (shown) has a strap for attaching to the block. In the larger 
sizes a roller chain and forged steel hook is used, providing 
a wide margin of safety. 




















Wire Nail Mill Equipment 


We supply machines for the complete manufacture of Wire Nails in 
any size. Our WIRE NAIL MACHINES are of the box type, without 
cams or gearing, and are practically vibrationless and noiseless. We also 
supply Nail Die Grinding machines, Wire Reels, and Tumbling and Polish- 
ing Barrels. 

















| Foreign Agents 
UNITED KINGDOM—Mr. Fredk. A. Perry, 63 Queen Victoria St., 
f London, E. C. 4 
4 @ \ : LE ! 4 | ¥ MONTREAL AND TORONTO—Arthur Jackson Machine Tool Co. 
AUSTRALIA AND NEW ZEALAND—Edwin Wood Pty. Ltd., 


AS A Melbourne 
Ki SS., U. S. 9 JAPAN—Andrews & George Co., Tokyo 


he Wire Division at the Iron and Steel Show at Buffalo, N. Y., June 16 to 20. 
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For The GENERAL TRADE 


Reels and Tension Stand 


We make a variety of Reels, designed for 
use with our automatic wire working ma- 
chinery. All are equipped with a “drag” 
brake, and may be obtained for reeling from 
a vertical or horizontal position. They can 
also be supplied with driving pulleys; or 
with a tilting hinge, which is equipped with 
a safety catch. 











We also make a Tension Stand which as- 
No. 1 Reel sures an even feed to intermittently-fed wire 
Showing Basket coiling and forming machines, No. 2 Tilting Reel 











Wire Armoring Equipment 


We manufacture speedy, dependable machines for the pro- 
duction of “BX”, for armoring Parkway Cables, Rubber Hose, 
and Wires, and for armoring Single or Twin Wires with Flat or 
Oval Strip. 


These machines combine high productivity with low main- 
tenance costs. The finest materials are used throughout in the 
Armoring Head manufacture of these machines. 











Lockwashers by the Ton 


ce) 
Lockwashers are produced on a tonnage basis on our machines. De- {i © \ 

veloped on a new principle, any variety of washers may be turned out, 

ready for heat treatment, in one operation from the wire coil. Made in DS 

five sizes, taking up to 14” square wire. 








Our list of machines is not fully given in this advertisement. In fact only a few of 
our outstanding machines are described. Others of special uses, both in wire working 
and wire coiling, bending, and winding are also produced by this company. We would be 
pleased to supply a Bulletin Catalog on request, or to answer inquiries on making any 
special product in wire. 











SLEEPER & HarTLey, Inc 
WORCESTER, MASS., U.S. A, 


We would be pleased to have you inspect our exhibit at Booths 225-226 in the Wire 
Division at the Iron and Steel Show at Buffalo, N. Y., June 16-20 
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Anti-friction Bearings in the 
Equipment for Making Wire 


Roller Bearings on Roughing and Finishing Stands 
Drawing Blocks, Stranders and Other Machines 


LTHOUGH the applica- 
A tion of anti-friction bear- 

ings to the equipment 
used in making wire is a com- 
paratively recent development, 
its progress has been remark- 
ably rapid. In fact at present 
there is hardly a machine used 
in the whole process from roll- 
ing mills to straighteners, or 
even reels, that has not been 
completely anti - frictionized. 
Such rapid progress can be at- 
tributed to several reasons, but 
probably the most important is 
the effect of the bearings on 
machine performance generally. 
Nearly every type of machine 
offered problems, of speed, or ac- 
curacy, or of lasting qualities, 
to which the anti-friction bear- 
ing has proved the most satis- 
factory answer. From a bear- 


*District Manager, Steel Mill Di- 
vision, The Timken Roller Bearing 
Company. 




















By F. Waldorf * 


ing standpoint the requirements 
to be filled in the different ap- 
plications were not always easy 
to meet. At times, on the con- 
trary, they were exceedingly 
difficult. But, generally they 
have been met, and the experi- 





Fig. 3. Typical Roller Bearing Mount for 


Pinion Stand of a Rod Mill. 
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ence and knowledge of the load 
characteristics and operation 
that accumulated in the process 
has resulted in the development 
of mountings that are proving 
effective under all sorts of con- 
ditions. Since each type of ma- 
chine comprises an_ individual 
set of problems, perhaps the best 
way of indicating what has been 
done in the way of applying 
Timken bearings is to consider 
each group separately. 
Bearings in Rolling Mills 
Probably the most spectacu- 
lar, as well as the most difficult 
applications are those made to 
the roll necks of break down and 
finishing stands. In this con- 
nection it might be said that the 
experience gained by Timken 
engineers in applying bearings 
to the roll necks of breakdown 
mills, bar mills, and other heavy 
duty mills has been an invalu- 
able aid. At any rate, types of 





























































































































Fig. 1 (at left). 
Fig. 2 (at right). 


Typical Bearing Mount for Roll Necks of a Breakdown Mill. 
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Note Provisions for Securing and Maintaining Pass Alignment. 
Method of Mounting Bearings in the Finishing Stand of a Rod Mill. 
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Fig. 4 (at left). Roller Bearings on Worm of Continuous Wire-drawing Machine. Fig 4a (at right). Bearings on Vertical Shafts of Wire- 


mounting have been worked out 
for both breakdown and finish- 
ing mills that have been prac- 
tically standardized. From a 
bearing standpoint the principal 
requirements of such applica- 
tions are the heavy capacities, 
both radial and thrust, to be 
provided and the necessity for 
maintaining the close pass 
alignment that is necessary. 
The latter point is particularly 
important in the case of finish- 
ing mills. where even a slight 
misalignment of the pass, either 
before or during rolling results 
in much lost time and wasted 
material. Another problem of 
importance is the protection of 
the bearings against the de- 
structive action of water or 
scales; closures must be abso- 
lutely tight, and yet compara- 
tively simple. Typical mount- 
ings that have been developed 
to meet these conditions are 
shown in Figs. 1 and 2. 

The first is that used on a 
breakdown or roughing stand. 
on a mill used to roll 6x6 billets 
down to 5/16-in. rods. The 
two principal features of inter- 
est are, first, the method of 
locating the bearings on the 
neck, and second, the means of 
obtaining lateral adjustment of 
the rolls. With regard to the 
former, instead of actually 
clamping the bearings on the 
neck, the same effect is obtained 
by using bearings of different 
diameter of cone bore at one 
end. The cones are pressed on 
the shaft and the cups are given 
a light fit in the housing. On 
the opposite end the cone bores 
are uniform, and the cones are 
given a light fit on the neck 
that allows them to float to take 
care of roll expansion. It will 
be noted, incidentally, that, 
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Fig. 5. Many Anti-friction Bearings Are Used on the Continuous Type of Wire-drawing Machine. 
Fig. 6. Arrangement of Bearings on Cone-type Continuous Machine. 


while the closures are simple, 
they are designed to prevent 
either the escape of lubricant, 
or the entrance of water and 
scale, most effectively. As to 
the second point, pass adjust- 
ment is provided for by fixing 
the bottom roll in the housing, 
and rendering the top one mov- 
able, laterally. This has been 
accomplished by means of a 
chuck on ane end of the roll that 
is adjusted by means of special 
bolts. Provision for the adjust- 
ment of different size rolls has 
been made by elongating the 
holes in the adjusting lugs. The 
chuck at the opposite end is free 
to move, but it prevented from 
coming out of the mill by a 
clamp that is bolted to the 
housing, but that does not touch 
the chuck, normally. This ar- 
rangement permits an accurate 
adjustment of the pass, that, 
once made, is permanent. 

The arrangement shown in 
Fig. 2 is that developed for a 
finishing stand of the same mill. 
As far as the two upper, or 
working rolls are concerned, the 


mounting is precisely the same 
in details as that just described. 
That is, cones of two different 
diameter bores are used on one 
end of the rolls, and cones of 
the same diameter permit the 
other end to float. The method 
of allowing for pass adjustment 
is also the same. In this par- 
ticular stand there is an addit- 
ional, or dummy rol! at the bot- 
tom, which utilizes a different 
type of mounting. This roll 
really serves as a shaft to trans- 
mit power to other stands of 
the mill, therefore, since the 
loads are much lighter, the 
bearing capacity provided is 
only about half that of the 
working roll mountings. Only 
two bearings per neck are used, 
the cones being pressed on the 
shaft, and the cups are given a 
light fit in the housing. Since 
the working conditions are not 
so severe the closures are some- 
what simpler, but are equally 
effective as far as meeting re- 
quirements is concerned. The 
roll is held against end move- 


(Please turn to page 242) 
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Inventions and Patent Matters 





Discovery of Insulating Properties 


an Invention 


Patent Board of Appeals Allows Claims 
Based on Old Material Put to New Uses 


HE invention claimed in this 

proceeding an appeal* re- 
lates to an electrical insulating 
material composed of the fibre 
obtained from certain portions 
of the leaves of the Bromelia 
family. The examiner reject- 
ed his claims but his action was 
reversed on appeal as to claims 
1 to 6, the inventor admitting 
that the balance of the claims 
were unnecessary. The first six 
claims were allowed altho a 
prior description was found of 
paper of such fibres for insulat- 
ing purposes in view of affa- 
davits by an executive that his 
company tested and would use 
the invention and that the ap- 
plicant seems to have been the 
first to discover that the ma- 
terial has unexpected superior 
electric insulating properties. 
That is he discovered new prop- 
erties of an old material. 


The full text of the opinion of 
the Board of Appeals ** fol- 
lows: 


This is an appeal from the 
rejection of all the claims, 15 in 
number, of which the following 
are examples: 

“1. An _ electric insulating 
material composed of the fiber 
of plant leaves of the Bromelia 
family. 

“6: An electric insulating 
material for conduits in the 
form of a paper composed of the 


*Ex parte Harold H. Brown, Appeal 
8338, re Patent 1,725.835. issued Aug. 
20. 1929, to Harold H. Brown for in- 
sulation material on application 38.,- 
838, filed June 22. 1925. Winter, 
Brown & Critchlow for applicant. 
**Finst Asst. Commissioner Kinnan, 
Examiners-in-Chief Henry and Ruck- 
man make up the Board. 


fibre of the caroa plant of the 
neoglaziovia variegata species 
of the Bromelia family.” *** 

The invention relates to an 
electrical insulating material 
composed of the fibre obtained 
from certain portions of the 
Bromelia family. 

The examiner has rejected 
claims 1 to 15 on the patent to 
Kohn et al. which shows it to be 
old to make “textile fabrics or 
paper” from various South 
American fibre-producing plants 
including Bromelia; also on a 
description in the Journal of the 
Chemical Metallurgical and 
Mining Society of South Africa 
for August, 1913, of a paper 
that Dr. E. S. Wilcox had made 
from the fibre of pineapple 
leaves which “is found suitable 
for a kind of tough paper used 
for insulating purposes.” Wild 
pineapple is a species of the 
Bromelia family according to 
the work on Textile Fibers, by 
Matthews, cited by the ex- 
aminer. 

Concerning the last reference 
appellant avers in his affidavit 
filed Sept. 28, 1927, that he in- 
terviewed Dr. Wilcox who stat- 
ed that he never thought of us- 
ing his pineapple fibre fabric 
for electrical insulation and 
only contemplated its use for 
making a “strong wrapping 
paper and a_ heat-insulating 
***References relied upon are: Kohn, 
361.215, July 26, 1887: Useful Fiber 
Plants, Report 9 U. S. Department of 
Agriculture, pp. 94-98; British patent 
to Denis 1,455 of 1,867; Journal of 
the Chemical Metallurgical & Minins: 
Society of South Africa, Vol. XIV, 
Aug. 1913; and Textile Fibers by 


Matthews, published by John Wiley 
& Sons in 1913. pp. 455-458. 


paper for use in refrigeration 
chambers or private houses.’ To 
his affidavit is attached a copy 
of a letter from Wilcox to the 
same effect. 


Invention Based Upon 
Discovery of New Use 


Appellant states in his brief 
that his invention does not lie 
in the paper, per se, or in the 
process of making it, but “is 
based upon the discovery that 
insulation made from the pulp 
of the fiber of this particular 
plant family is unexpectedly ef- 
fective as an insulator of electri- 
cal conductors.” 

Appellant has filed an af- 
fidavit from the vice president 
of the Western Electric Co., to 
the effect that paper represent- 
ed have been made from the 
fiber of the plant “caroa” and 
supplied by Brown was tested 
and proved efficient as an in- 
sulating material and _ better 
than most of the insulating ma- 
terial commonly used for in- 
sulating wrapping for wires in 
telephone cables; that the ma- 
terial was first brought to their 
attention by Brown and that 
said company has entered into a 
contract and paid Brown a sub- 
stantial sum for the right to use 
applicant’s material. 

Appellant appears to have 
heen the first to discover that 
this material possesses unex- 
yectedly electric insulating pro- 
perties. For this reason we 
think appellant’s discovery 
natentable. This case is believ- 
ed to be analogous to that of 
General Electric Co. v. Hoskins 


(Please turn to page 235) 











226 


WIRE 


A REVIEW of RECENT PATENTS 
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At Left: Lewis’ Chain Making Machine, 1,749,435. 
Center: Massingham’s Apparatus for Producing Electric Cables, 1,752,497. 
At Right: Nullmeyer’s Wire-drawing Block, 1,756,206. 


No. 1,749,485, CHAIN MAKING 
MACHINE. Patented Mar. 4, 1930, 
by Arthur J. Lewis of Stratford, 
Conn., assignor to Baird Machine 
Co., Bridgeport, Conn., a Corporation 
of Conn. It is an object of the in- 
vention to provide a chain making 
machine in which operations are be- 
ing performed on a plurality of wire 
chains at the same time so that it is 
not necessary to hold up one opera- 
tion for another, and also so that the 
time required for one rotation of the 
machine is available for each opera- 
tion. 





No. 1,752,497, APPARATUS FOR 
PRODUCING ELECTRICAL 
CABLES. Patented Apr. 1, 1930, by 
Henry Rogers Massingham, La 
Grange, Ill. Assignor to Western 
Electric Co., Incorporated of N. Y., 
a Corporation of N. Y. In accord- 
ance with one embodiment of this in- 
vention as practiced in connection 
with the forming of telephone switch- 
board cables, a plurality of twisted 
pairs of insulated wire conductors 
are simultaneously withdrawn from 
a plurality of supply sources, uni- 
formly distributed around and re- 
volvable about an axis upon which 
the conductors finally converge. 
drawn thru a grouping means revolv- 
able with the supply sources to form 
the separate groups, thence each 
group is drawn thru the axis of an 
individual cop of multiple and cot- 
ton thread also revolvable with the 
supply sources where an identifying 
strand is applied in helical formation. 

No. 1,752,813, MAGNESIUM 
COVERED CALCIUM WIRE. Pat- 
ented Apr. 1, 1930, by William An- 
drew Ruggles, Schenectady, N. Y.. 
assignor to General Electric Co., a 
Corporation of N. Y. As a coating 
for calcium covered wire, used as a 
gas absorbent in vacuum tubes, the 
inventor, coats the metal covered wire 
with magnesium. 





No. 1,753,561, MACHINE FOR 
CUTTING WIRE AND THE IN- 
SULATION THEREOF. Patented 


Apr. 8, 1930, by Rodger J. Emmert, 
Anderson, Ind., assignor by mesne as- 
signments, to Delco-Remy Corp., 
Dayton, O., a Corporation of Dela. 
In order to save time, the inventor 
has provided a device the operation 
of which will cut the insulated wire 
into desired lengths and simultane- 
ously cut the insulation at the ends, 
in order to facilitate stripping. 





No. 1,754,190, WIRE TEMPER- 
ING APPARATUS. Patented Apr. 
8, 1930, by Arthur W. Harris, Fred- 
erick M. Suchke, and John L. King, 
Atlanta, Ga., assignors to Atlanta 
Harness & Reed Mfg. Co., a Corpor- 
ation of Ga. Specifically, the object 
of this invention is to provide, an 
apparatus for the progressive tem- 
pering of flat reed wire, a quenching 
bath adjacent the heating means for 
the wire, means for applying tension 
to the wire while in the quenching 
bath and effective to maintain the 
wire, means for applying tension to 
the wire while in the quenching bath 
and effective to maintain the wire 
against distortion during quenching, 
and a tempering bath thru which 
the wire is drawn under tension after 
being quenched, together with means 
for maintaining the linear speed of 
the wire constant thru the quenching 
and tempering baths. 


No. 1,755,018, SEWING WIRE 
FOR FLAT ROPE. Patented Apr. 
15. 1930, by Richard Nitsch, Warren, 
Ariz. An object of this invention is 
to produce sewing wires for use in 
the manufacture of flat wire cables 
or ropes that a soft wire bed will be 
formed between the hard _ strand 
wires of the rope and the hard cores 
of the sewing wires, even after the 
soft sewing wires are nickeled and 
breken since the stubs of such soft 
wires remain inside of strands and 





Complete descriptions and 
drawings of patents referred to 
may be had for 25 cents. Ad- 
dress, Wire & Wire Products, 
551 Fifth Avenue, New York, 


wope remains compact allowing 
strands to be used for resewing with- 
out damage from internal nicking. 





No. 1,755,930, POWER CABLE. 
Patented Apr. 22, 1930, by Wash- 
ington Irving Middleton, Watertown. 
Mass., assignor to Simplex Wire & 
Cable Co., Boston, Mass., a Corpora- 
tion of Mass. In this cable, the con- 
ductor or conductors are made up of 
cabled strands of copper, preferably 
tinned, and laid in such manner that 
there is a central strand and layers 
of other strands wrapped about it. 
The interstices between strands are 
filled with rubber and conductor it- 
self is encased in a rubber sheath. 





No. 1,756,206, ROD OR WIRE 
DRAWING BLOCK. Patented Apr. 
29, 1930, by Frank H. Nullmeyer, 
Struthers, O. This apparatus for 
drawing wire is designed so as to 
eliminate the repeated gripping of 
the pointed end of the wire when 
beginning to draw, and to reduce the 
initial strain on the wire when start- 
ing up the block. 

No. 1,756,319, CONDUCTOR. 
Patented Apr. 29, 19305 by Jesse F. 
Wentz, New York, N. Y., assignor 
by mesne assignments, to Western 
Electric Co., Inc., a Corporation of 
N. Y. Around the central wire core 
having a rough exterior surface the 
inventor wraps a loading material 
which requires heat treatment to de- 
velop high permeability therein, and 
the permeability of which is sensitive 
to strain, the rough exterior surface 
contact with the loaded material at 
a large number of closely spaced 
areas, thereby preventing the load- 
ing material from welding securely 
to surface during heat treatment. 





No. 1,756,341, ELECTRICAL 
CONDUCTOR. Patented Apr. 29. 
1930, by Oliver E. Buckley, Maple- 
wood, N. J., assignor to Western 
Electric Co., Inc., of New York, N. 
Y., a Corporation of N. Y. In this 
case, the inventor places, near the 
surface of the copper conductor wire 
a zone of a material containing a 
far greater amount of oxygen per 
unit volume than does the conductor 
et its center, both the conductor and 
the tape having been exposed to the 
air and copper oxide formed thereon, 
the conductor and tape being then 
heat treated. 


No. 1,756,782, WIRE REEL. Pat- 
ented Apr. 29, 1930, by James Edgar 
Burnett, Beardstown, Ill. This in- 
vention relates to a reel for wire and 
the like, the general object of the in- 
vention being to provide a frame for 
the reel which can be taken apart 
to permit the reel to be removed 
therefrom, with means for taking 
a flange off the reel to permit a coil 
of wire to be placed thereon. 
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Wire Products Section 





Manufacture and Heat Treatment 


of Screws and Bolts 


Methods and Special Machines Used to Produce 
Huge Output Automatically and of a High Quality 


NCE the manufacture of 
screws, bolts, nuts, etc. 
consisted solely of steel 
and machines but now it includes 
steel, machines and heat treat- 
ing. With present day competi- 
tion in quality products, many 
items made with steel and ma- 
chines only are worthless—they 
must be heat treated to bring 
them within the specifications 
now demanded by consumers. 
Another vital factor in the 
business of today is service and 
the Elco Tool & Screw Corp., 
Rockford, Ill., in addition to 
putting out quality products, 
specializes in service to the ex- 
tent that 95% of its orders are 


*Vice President Surface Combus- 
tion Co. 


By C. B. Phillips* 


filled from stock the same day 
they are received. This concern 
manufactures a complete line 
of wood and machine screws, 
machine screw nuts, and the 
smaller sizes of cap and lag 
screws up to 14 in. in diameter. 
These products are supplied in 
all finishes including plain, 
polished, brass, cadmium, chro- 
mium, copper, nickel, oxidized, 
parkerized, raven black, anneal- 
ed, cyanided and heat treated. 
It also makes a large variety of 
cold header’ specialties to 
customer specifications. 
Builds Its Own Special Machines 
In the conduct of its business 
this firm designs, develops and 
builds many of the special ma- 
chines used in its plant as well 





as all tools, dies, jigs, etc., that 
are required. In the cold-head- 
ing division are long lines of 
machines, mostly of the double 
stroke type, and varying in 
capacity to accommodate wire 
sizes ranging from 3/64 to 14 in. 
in diameter. There are two dies 
in this cold heading machine, one 
stationary and the other on the 
end of the piston or sliding ram. 
The wire is fed automatically 
from coils, being cut to proper 
length and placed into position 
in front of the stationary die by 
an ingenious shear blade and 
carrier arrangement. The 
heading die which rides on the 
sliding ram consists of two 
separate punches, positioned one 
above the other. A toggle action 





Fig. 1. General view of a Department, Showing a Row of Cold-heading Machines with Wire Feeding in from Reels. 











Fig. 2. Enlarged Detail of Thread Rolling Machines for Machine Screws. 


brings first one into the operat- 
ing position and then the other, 
the first punch driving the cut- 
off wire into the stationary die 
and simultaneously producing a 
partly shaped screw head, this 
being completed by the second 
punch, after which the screw 
blank is ejected and the cycle of 
operations repeated. These ma- 
chines operate at various speeds 
turning out from 40 to 250 screw 
blanks per minute, the rate be- 
ing governed both by the wire 
diameter and the length of the 
screw blank. 

In another section are bat- 
teries of wood screw shavers or 
trimmers, all automatically hop- 
per fed. These trim the heads 
to a perfectly round shape with 
a three-in-one shaving tool or 
die, one face cutting the back of 
the head, another trimming the 
edge while the third faces the 
top, all in a single operation. 
These machines also cut the slot 
and as soon as the shaving 
operation is completed, the 
spindle moves into position be- 
fore the circular saw, which cuts 
the slot, after which the shaved 
and slotted screw blank is auto- 
matically ejected. 


Procedure With Wood Screws 


In the wood screw threading 
department, the machines, 
which are hopper fed and fully 
automatic, are arranged in long 
rows; one man tending as many 
as 12 machines with the aid of 














a helper who supplies the hop- 
pers and removes the finished 
work. The finished screws and 
thread chips are both ejected 
into the same work pan, and 
later put through a_ unique 
separator consisting of a cylin- 
drical tube about 2 ft. in dia- 
meter and 12 ft. long, set at an 
angle of about 15 deg. The 
mixed screws and chips are 
placed in this tube which rotates 
while a blast of air from a 
blower throws the chips out at 
the rear; the screws being 
heavier are carried by the rotat- 
ing inclined tube to its lower end 
where they fall into clean pans. 

The finished screws are then 
washed in a machine consisting 
of a perforated steel cylinder, 
some 2 ft. in diameter and 20 ft. 
long setting over a series of 
tanks and combustion chambers, 
the whole being hooded. The 
cylinder is rotated by an in- 
dividual motor while dippers, 
built into the charging end of 
the cylinder, scoop steam heat- 
ea water from the tanks onto the 
work as it passes through the 
cylinder. The water then drains 
back into filtering chambers be- 
fore returning to the heating 
tanks under the machine. There 
are three of these tanks each 
containing a different type of 
water or solution, the first being 
of a nature that penetrates and 
loosens the oily, gummy coating 
on the product, the second is a 
strong washing solution while 


Fig. 3. View of Gas-fired Cleaning and Drying Equipment in Screw 


Plant 


the third tank contains a clear 
rinse water. The second or last 
half of this washing machine 
unit is placed over a combustion 
chamber containing a series of 
gas burners, the heat rising up 
into the perforated cylinder. A 
motor operated fan and series of 
ducts placed along the sides of 
the combustion chamber, are 
utilized to recirculate the hot air, 
thus materially increasing the 
efficiency of the unit. The pro- 
ducts, washed and dried, roil out 
at the discharge end into a chute 
that carries them to the inspec- 
tion department on the floor he- 
low. 


Cutting the Threads on Screws 


Threads on wood screws, as 
described in an earlier para- 
graph, are cut on automatic 
machines equipped with a 
threading tool very similar to a 
lathe tool bit. In direct contrast, 
machine screws, as produced by 
Elco, are made by the rolled 
thread process. The thread 
rolling operation is performed 
on a battery of hopper fed and 
automatic machines fitted with 
two reciprocating thread rolling 
dies. As the screw blanks are 
rolled between these dies the 
thread is formed to a higher 
degree of accuracy than is pos- 
sible by older methods. 

Machine screw nut blanks are 
produced on a battery of special- 
ly designed presses which oper- 
ate automatically as they are fed 
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flat stock in coils. These ma- 
chines are fitted with three im- 
pression dies, the first position 
chamfering, the second punch- 
ing the hole while the third 
hexes and cuts off. The nut 
blanks eject automatically into 
pans while the scrap, resulting 
from the hexing and punched 
holes, is carried off separately 
into another pan. The blanks 
then go through a burnishing 
operation after which they are 
ready for the tapping operaticn. 
This is done on the standard 
type of automatic bent tapper 
equipment, the nut blanks be- 
ing hopper fed and automatical- 
ly ejected after being tapped. 
The finished nuts are then rout- 
ed through the washer after 
which they are subjected to a 
final inspection. 


Upsetting Cap Screw Heads 


Hexagon head cap screws are 
cold headed from round wire of 
high carbon content, the heads 
being upset round in shape. 
After a preliminary tumbling or 
burnishing operation the blanks 
are routed to a battery of trim- 
ming machines. In this equip- 
ment, which is hopper fed and 
also fully automatic, the blanks 
are passed through a hexagon 
shaped die that trims the round 


shaped head into the familiar 
hexagon shape. The blanks are 
pushed through the die emerging 
at the front of the machine 
where they drop into a work pan 
while the scrap drops from the 
trimming die into a separate 
container. The ends of the 
body and the heads are then 
finished in special equipment, 
somewhat similar in design to 
the shaving machines on which 
wood screw heads are finished. 
The larger portion of the cap 
screw production is then routed 
over the rolled thread equip- 
ment, although certain sizes are 
made with cut threads, the type 
of thread being determined by 
the size involved to some extent 
and also by the customer’s re- 
quirements. The entire produc- 
tion of cap screws is heat treated 
or normalized in automatic 
rotary type equipment under 
pyrometer control which is de- 
scribed more in detail in a later 
paragraph. 

In the heat treating room are 
seven gas fired furnaces, for 
various kinds of work, five of 
these being standard units made 
by the Surface Combustion Co., 
Toledo, Ohio. Two of these are 
cyanide pots of alloy steel, 12 in. 
in diameter and 18 in. deep. 
They are set in round brick 
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furnaces, steel encased, being 4 
feet in diameter and 3 ft. in 
height. Both are heated with 
two gas burners which fire 
tangentially to the inside wall of 
the brick furnace thus prolong- 
ing the life of the pots and heat- 
ing them by direct radiation, the 
most efficient method yet devis- 
ed. 


Arrangements of Gas Burners 


The burners are set close to 
the top and the products of com- 
bustion are drawn out near the 
bottom to provide even distribu- 
tion and circulation of heat. 
These burners are manifolded to 
an automatic proportioner by 
which the gas and air ratio can 
be set for perfect combustion 
with a single valve control. 
Drains are located in the bottom 
so that in the event of a pot 
breaking the contents would run 
into another container. The 
whole is hooded and ventilated 
including the drains. 

Three, other standard Surface 
Combustion units are gas fired 
oven furnaces, built of brick and 
encased in steel plates, which 
stand on legs some 314 ft. above 
the floor. The hearths, which 
are of fireclay with flanges to 
protect the work from flame im- 


(Please turn to page 233) 











Fig. 4. Part of the Heat-treating Furnaces Used for Screws and Bolts. 











Note Quenching Tanks at the Right. 
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NEWS of the INDUSTRY 





British Issue Further Standard 
Specifications 


In continuation of the pro- 
gram of work in its colliery sec- 
tion, the British Engineering 
Standards Asso. has just issued 
three new specifications for 
flattened strand steel wire 
ropes for (1) colliery and wind- 
ing, (2) colliery haulage pur- 
poses, and (3) underground 
lighting fittings. The flattened 
strand rope specifications, fol- 
lowing the lines of those for 
round strands, contain clauses 
regulating the testing to be car- 
ried out in connection with the 
purchase of the ropes, tensile 
and torsion tests of the wire 
being specified both before and 
after the manufacture of the 
rope. The difficulty in the way 
of preparing the specification 
lay in the fact that no agree- 
ment had been reached among 
most manufacturers as to break- 
ing strengths and weights, but 
standard tables have now been 
agreed on and are included in 
the specifications. 

Another specification recently 
standardized by the Associa- 
tion deals with phosphor bronze 
rods. Drawn up on parallel 
lines to the 1926 specifications 
for brass bars, it defines the 
chemical composition of the 
material and lays down the me- 
chanical tests that are to be 
applied, with the procedure for 
selecting samples. These speci- 
fications are being closely fol- 
lowed in Continental countries. 





German Wire Factories 
and Sales 


German strand wire and wire 
rope makers report a_ steady 
increase in orders from Ameri- 
can importers. The strand wire 
exported chiefly to the U. S. A. 
is of 7 ply, 114 in. thickness, 
galvanized in coils of 100 lbs., 
for which the price is now be- 
tween 11/ and 11/3 (shillings) 
per cwt. (112 lbs.) f.o.b. and 


the wire rope chiefly sold to 
America is of 2 in. diameter, 12 
cores of 6 wires each. Most of 
the products are sold on the 
Pacific Coast. 

The competition in the 
European export market for 
ship nails is at present very 
keen. Ship nails are principally 
produced in Norway and Sweden 
(Christiania Spigerwerk, Oslo 
and Mustad A. B., Goteborg). 
The German and British export 
figures are low, but Austria and 
Hungary are succeeding in com- 
petition against the Scandinav- 
ian producers and as. a conse- 
quence the prices dropped 22/ 
per cwt. for 2-3 in. nails, 20/ 
for 4-5 in. and 18/6 for longer 
nails, f.o.b., including packing. 
The competition in horseshoe 
nails is not so keen, although 
the Swedish and British indus- 
tries are competing. The Ger- 
man industry is virtually under 
the control of the Swedish 
Musta A. B. concern. American 
cone-head nails for the Latin 
American market are offered 
now (assorted specifications) at 
48/ per cwt. (112 lbs.) and pat- 
tern usually bought in Asia at 
52/ per ewt. f.o.b. 

German export of wires dur- 
ing the first 3 months was 
112,870 tons (wire rods exclud- 
ed). Of this quantity 6,187 
tons were wire netting, 12,877 
tons barbed wire, 15,087 tons 
wire nails, 3,644 tons bare cop- 
per wire, etc. 

The prices for wire show 
again a heavy drop, as_ wire 
nails have been sold at 6/13 
basis, barbed wire B.W.G. No. 
12 at £10/10 and galvanized 
wire at £8/1/9 per ton f.o.b., 
all basis prices, a further re- 
duction is still possible. 

The Maschinenfabrik Horn A. 
G., Worms, is turning out wire- 
netting machines (for hexagon- 
al wire-netting) which produce 
wire netting in the larger sizes 
over 3 in.-mesh and B.W.G. No. 
8-14 thickness up to a width of 


100 in. Hitherto no machines 
have been produced in Europe 
which could produce such net- 
ting in one piece. 

The German wire cartel has 
established at Dusseldorf the 
“Beratungsstelle fur Drahtver- 
wertung” (Advisory Office for 
the Use of Wires). The office 
issues booklets monthly and dis- 
tributes them cost free among 
the consumers. Through the ac- 
tivity of this office the monthly 
sales in Germany have been ad- 
vanced by 6,-8,000 tons above 
the regular demand. 

German wire nail manufac- 
turers report good sales of wire 
nails to Gulf Ports during first 
half of April. Specifications of 
nails, as usually sold to Mobile, 
Houston, New Orleans, Galves- 
ton have been booked at a price 
of $2.30 per 100 lbs. c. i. f for 
small quantities and $2.25 for 
larger quantities, packing in- 
cluded. 

The Kratos Werke, Gruna, 
Sachsen, near Chemnitz, which 
last year started to sell a 
new type of non-slide multiple 
wire-drawing machine for iron 
and steel wire, are supplying 
the whole continent with such 
machines and have booked nu- 
merous orders from the U.S. A. 
and Canada. In England (Bir- 
mingham) the British Kratos- 
works, a subsidiary, turn out 
these machines. 





Japan Imports Wire Rods From 
Germany 


February imports of wire rods 
through the ports of Kobe, 
Osaka and Yokohama. totaled 
12,648 tons, according to pre- 
liminary figures. Of this amount 
4343 tons came from Germany, 
978 tons from the United 
States, 590 tons from Belgium, 
300 tons from Canada, 109 tons 
from Austria, and 6324 tons 
from other countries. The tot- 
al was 180 tons less than in 
January. 











June, 1930 








Obituary Notices 














George O. Page, who rose 
from merchanic to successful 
inventor and experimental en- 
gineer in 50 years of service 
with the American Steel and 
Wire interests, is dead. He was 
born at Haverhill, Mass., 79 
years ago. During the Civil 
War his family moved to Cleve- 
land. The funeral was held at 
Jefferson, Ohio. 

Richard Keith sales manager, 
Broderick & Bascom Rope Com- 
pany at Portland, Ore. died re- 
cently. He had been sales man- 
ager at the Black Steel & Wire 
Company before his association 
with the B. & B. Co. 


Calvin G. Sutliff, aged 79, for- 
erly manager and owner, West- 
erman Rolling Mills, died re- 
cently following an illness of a 
year. He was a director and 
vice president of the Niagara 
Co. Nat’] Bank & Trust Co., a 
former mayor of Lockport, and 
identified with the social and 
fraternal life of the community. 
He was born in Cleveland and 
came to Lockport in his early 
youth as manager of the Roll- 
ing Mills, owned by his father- 
in-law, the late James Wester- 
man, Cleveland. Eventually he 
became owner of the mills and 
retired from business several 
vears ago. 





Foreign Trade Opportunities 
reported by the U. S. Bureau 
of Foreign and Domestic Com- 
merce during the month of 
May include inquiries from the 
following sources: Wiring sup- 
plies of molded synthetic resin 
(44973) London, England; bolts, 
nuts and screws (44953) Haar- 
lem, Netherlands; wire rope 
fittings, especially turnbuckles, 


sockets, clips, and  thimbles 
(44906 Montreal, Canada; 
galvanized iron and steel strand- 
ed wire (44998) Melbourne, 
Australia tin and lead foils 
(44914) Montreal, Canada; 


telephone and telegraph equip- 


,|| Harry J. Baumker, convention sec- 


COMING EVENTS 


June 6-7. Annual convention 
National Association of Foremen, 
Civic Auditorium and the Chamber 
of Commerce Building, Toledo, O. 


retary, 316 Tenth St., Toledo, O. 


June 9-12. Semi-annual meet- 
ing of the American Society of 
Mechanical Engineers at Hotel 
Book-Cadillac, Detroit, Mich. Cal- 
vin W. Rice, secretary, 29 W. 39th 
St., New York City. 


June 16-20. Exposition sponsored 
by Assn. of Iron & Steel Elec. En- 
vineers at Broadway Auditorium 
Buffalo, N. Y. John F. Kelly, man. 
director, 1010 Empire Bldg., Pitts- 
burgh, Pa. 


June 22-28. 6th International 
Congress of Mining, Metallurgy 
and Applied Geology, at Inter- 
national Exhibition, Liege, Bel- 
gium. 

June 23-27. Annual Summer Con- 
vention, American Institute of 
Electrical Engineers, at Toronto, | 
Ont. F. L. Hutchinson, secretary, | 














33 West 39th St., New York, N. Y. | 








ment (45014) Paris, France; 
stainless steel, screws and lock 
washers (45099) Vancouver, 
Canada; steel cables for steam 
plows (45064) Breslau, Ger- 
many; phonographs, accessor- 
ies and parts (45048) Madrid, 
Spain; manila ropes (45077) 
Calcutta, India; checkered head 
nails, aluminum foil, and copper 
rops (45184) Shanghai, China; 
metal wire mesh (45209). 
Mexico City, Mexico, steel wire 
for card clothing (45182) 
Buenos Aires, Argentina; 
barbed nail making machinery 
(45169) Milan, Italy; brass 
bars and other metals (45219) 
Cairo, Egypt; phonograph ac- 
cessories and parts (45242) 
Warsaw, Poland. Radio sets 
and parts (45312) Brussels, 
Belgium; radio sets and parts 
(45315 Turlin, Italy; electric 
wire cable and springs, bolt 
and nut making and _ wire 
drawing machinery (45277) 
Paris, France; electric wire and 


cables (45276) Colombes, 
France; iron chains and manila 
rope (45329) Alexandria, 
Egypt; wire nails and wire 


cloth and screenings (45267) 
Shanghai, China; nail-making 
machinery (45345) Concepcion, 
Chile. 
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Western Electric Co., follow- 
ing sales in excess of $400,000,- 
000 during 1929 as compared 
with $287,000,000 in 1928, has 
an expansion program that in- 
volves the expenditure of $55,- 
000,000 in 1930 at Kearny, Haw- 
thorne and Pt. Breeze. The 2,- 
500,000 additional feet of floor 
space is about 40% of present 
permanent floor space. During 
the year the company will use 
more than 55,000,000 feet of 
copper wire in the manufacture 
of lead-covered cable and other 
wires and wire products in pro- 
portion, 





The Koebel-Wagner Diamond 
Corp. announces their direct 
entry into the diamond die field. 
Their main office and factory is 
located at 144 Orange Street, 
Newark, New Jersey, with 
branch offices in Detroit, New 
York, Indianapolis, Cleveland 
and San Francisco. The corp- 
oration will carry a complete 
line of diamond dies suitable for 
the drawing of all kinds of wire. 





The Kane & Roach Co., Inc., 
Syracuse, N. Y., manufacturer 
of straightening and bending 


rolls, cold roll-forming and 
sheet metal machinery and 
equipment, has received an 


order from the Soviet Russian 
Government for three 12-roll 
straightening machines, valued 
at $30,000, according to H. W. 
Kane, secretary. 





The Anaconda Wire & Cable 
Co., and subsidiaries report for 
net income of $1,965,082 after 
depreciation, interest, -Federal 
taxes, etc., equivalent to $4.77 a 
share on 411,620 no par shares 
of capital stock. This compares 
with $1,942,875, or $4.72 a share 
on the above share basis in 
1928. 





John A. Roebling’s Sons Co., 
Trenton, N. J., manufacturer of 
wire rope, cables, etc., is razing 
a former wire rope shop to make 
way for a new one-story unit, 
220 x 320 ft., to cost $250,000 
with machinery, for which plans 
have been filed. 
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WIRE POINTERS 
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E. J. SCUDDER 
Foundry & Machine Co. 
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Domestic Exports and Imports of Wire and Wire Products 














Exports of iron and steel wire and wire products from the United States 
in February, 1930, and March, 1930 
(In gross tons) 
Year through 
Item February March March March 
1930 1930 1929 1930 1929 
OE”, “eee ae Petter er 4,373 4,684 4,588 12,538 12,537 
ee eee Sere 2,083 2,729 2,083 7,703 14,678 
Barbed wide and woven wire 
SR) oda bos ven biee Guy eile ke 2,884 3,319 2,884 8,617 18,747 
Wire cloth and screening ...... 144 136 144 467 494 
Mee > ..cscbtecaseunceae 568 295 568 1,275 2,092 
Insulated wire and cable ..:... 78 109 78 231 386 
Other wire and manufactures 797 743 797 2,428 3,136 
eM MEER ss che seen eek tesuans 532 853 532 1,902 5,138 
Nails other than wire ........ 535 442 535 1,568 1,587 
PE Sith von s shin maa ca bane 26 40 26 109 1,174 
Bolt, nuts, rivets, except 
SM. Sees okadvonGeahenewat es 1,245 977 1,245 3,344 4,406 
Imports 





Imports of iron and steel wire and wire products into the United States 
(In gross tons) 








Year through 








Item February March March Ma 
1930 1930 1929 1930 1929 

a Pre ey i 1,115 1,355 1,115 3,414 3,143 
i Te Sass aba dine Aewmaee 695 312 695 1,384 1,251 
Round iron and steel wire .:.. 275 485 275 1,207 1,726 
Steel telegraph and telephone 

ME. Shed nuevas sakesekustes 1 1 1 
Flat wire and strip steel ...... 100 132 100 441 435 
Wire rope and strand ........ 155 225 155 677 609 
eh . RS Perret Cher ee 21 64 21 140 140 
Nails, tacks and staples ...... 274 444 274 1,313 1,813 
Bolts, nuts, rivets and 

PEE. Sd icsss tase he ketenes 49 22 49 97 67 

ARCH exports of iron (12,543 sq. ft.), Canada (11,696 


and steel products, includ- 
ing wire in a number of forms, 
increased during March by 
almost a quarter million tons, 
238,333 tons to be exact. They 
reached the highest total since 
November, 1929. This upward 
trend was reflected all through 
the list, including scrap, and 
also in imports, altho on a much 
smaller basis. Imports _ to- 
taled 55,604 tons, the largest 
tonnage since Oct. 1929. Among 
the wire exports, plain and 
barbed wire showed the heavy 
gains, altho wire nails were up 
considerably. Rods, round iron 
and steel wire, wire rope and 
strand, and nails tacks and 
staples were the biggest quan- 
tities among the imports. 
Receipts of card clothing de- 
clined sharply—only 9,914 sq. 
ft. valued at $18,397 being im- 
ported. The United Kingdom 
supplied 9,395 sq. ft. ($17,351) 
of this total, while smaller 
quantities were had from Ger- 
many and France. Imports of 
wire cloth and screening again 
rose, 47,354 sq. ft. being re- 
ceived from the Netherlands 
(14,850 sq. ft.), Germany 


sq. ft.), and elsewhere. 

France was again the princi- 
pal source of the _ 1,800,000 
wire heddles imported—1,090,- 
000 coming from that source. 
Some quantities were also re- 
ceived from Germany, Czecho- 
slovakia, and Belgium. Imports 
of wood screws totaled 1,854 
gross. 

Decreases were noted in all 
German rolling-mill products. 
In the wire specialties, all Ger- 
man imports decreased except 
nails, tacks and rivets, while 
most of the exports decreased, 
except a change in wire cloth. 

Governmental figures now 
available with details of Feb- 
ruary exports show Canada as 
our leading buyer of woven-wire 
fencing with almost one-third 
of the total 927,541 lbs. valued 
at $66,248. That country was 
also our best customer for 
woven-wire cloth, miscellaneous 
wire, plain iron and steel wire, 
galvanized wire and insulated 
cable. Mexico took the most of 
our barbed wire with one-sixth 
of the total, Argentina took the 
lead in wire rope with one-sixth, 
while Cuba’s 225,446 lbs. of 
wire nails was one-fifth of total. 
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Manufacture of Wire 
. Products 

(Continued from page 229) 
pingement, are 15 by 21 in. The 
furnaces are constructed of 
heavy steel plate and are lined 
with 3 in. of fireclay tile and 
114 in. of insulation. They are 
used interchangeably for all 
kinds of heat treatment. 

Each is heated with two gas 
inspirator burners, one firing 
under the hearth and the other 
tangentially to the arch of the 
roof. Both burners fire against 
refractory material, thus pro- 
ducing heat by radiation; the 
burners automatically maintain- 
ing any gas-air ratio desired— 
reducing, neutral or oxidizing, 
as the nature of the work dic- 
tates. In this case a slightly re- 
ducing atmopshere is necessary, 
and is used in order to prevent 
scaling. The method of over and 
under firing assures an even 
and uniform distribution of 
heat. 

These furnaces are rated and 
two of them require only 385 
cu. ft. of 550 b. t. u. gas each to 
heat up to 1,600 deg. F. and 
thereafter 200 cu. ft. per hour to 
maintain this heat. They can 
be operated within a tempera- 
ture range of 1,000-2,000 deg. 
F. The third is equipped with 
larger burners and is used for 
high temperature work. For in- 
stance certain high speed tools 
are preheated in one of thes? 
furnaces and then transferred 
to the third where it is brought 
up to the required heat. 


Tempering and Other 
Auxiliaries 


Carbonizing is accomplished 
in a furnace 16x26 in. setting 
on legs and under fired with 6 
gas burners on each side. An 
oil bath for tempering consists 
of a steel pot enclosed in a brick 
furnace and fired with a single 
gas burner. For blueing there 
is a small rotary type furnace 
consisting of a _ sheet steel 
cylindrical shell, 4 ft. long and 
3 ft. in diameter, fitted with an 
alloy steel retort, which revolves 
on a short shaft attached at the 
rear. The shell is refractory 
lined and the retort is heated 
with one long gas pipe burner, 
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Cable and Wire Rope 


Machinery 
SPECIAL MACHINES DESIGNED 
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Cabling Machinery High Speed and Planitary 
Standard Planitary Stranding & Closing Machines 
Special Flat Strand and Leck Coil Machines 
Improved High Speed TUBE Stranders 
Improved High Speed SN‘KE Stranders 
Improved Spooling and Winding Machines 


INQUIRIES GIVEN PROMPT ATTENTION 


W. E. SOMERVILLE & CO. 
COAL CITY, ILL. 
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Rope Measuring Machines 

Patent Machine Stop and Signal 

Enameling Machines 

Certinuous Wire Drawing 
Machines 

Automatic Coiling Machines 
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Let Apco Mossberg 
“BIG BOYS” 
work for you 


How can “Big Boys” 
weigh so little and 


work so much? 
Pressed steel and 
scientific design are the answers. These Apco Mossberg 
Reels make handling easier and freight bills lower. And 


their long range wearing qualities put any worry about 
replacement cost way out of sight. 


You have probably heard plenty of comment on Apco 
Mossberg Big Boys. Why not get the whole story from 
us. Drop us a line—there is no obligation to buy. 


APCO MOSSBERG CORPORATION 


ATTLEBORO, MASS. 


Specialists for 20 years in developing and producing steel reels 
for annealing, vulcanizing and stranding; also bobbins for wire 
weaving. 























~ Closing Machine 
for Electric Power Cables 


HIS machine receives two, three or four reels, as desired. Reels 

48” Dia. x 38” overall w'dth, held in position inclined to hollow 
main spindle, minimizing bending of conductors. : 

Planetary or rigid frame operation as desired, spindles provided 
for filler cops. 

Twisting plate, closing die, capstan and receive reel take up are 


included. 
Machinery for the manufacture of rod, 
wire and cable — Special Machinery. 


The Torrington Mfg. Co. 


Torrington “ 


44: Franklin St. 


Conn, US.A. 
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The whole can be tipped for dis- 
charging. No carborizing com- 
pound or quench is employed and 
the work remains in the retort 
from 15 to 20 min. at 960 deg. 
F. Temperature control for 
these various units is aided by 
the use of a visual pyrometer 
and a multi-point switchboard. 
A setup of three smell units, 
on a table, is used for hardening 
small tools. This consists of a 
small lead pot 18 in. in diameter, 


‘fired with a single gas burner, 


and is used for both preheating 
and drawing. An oven type 
furnace, 6 in. square and of 
brick is used to heat the work 
up to a temperature and a tank 
a foot square is used for the 
quench. Normalizing is ac- 
complished in a rotary type 
furnace which is automatic in 
operation. This furnace is 8 ft. 
long and 3 ft. in diameter and is 
heated with 10 gas burners on 
each side, or 20 in all. It con- 
sists of a steel shell, refractory 
lined, in which revolves an al- 
loy steel retort equipped inside 
with a worm to manipulate the 
work forward and through the 
furnace. The whole is set at a 
slight angle to aid in this pro- 
gressive movement of the work. 


Control of Quality Very Exact 


Screws and bolts, which form 
the greater part of the work 
treated in this unit, are shoveled 
in at the charging end. The 
motor-driven retort is operated 
through a chain drive speed re- 
duction gear train, the normaliz- 
ing period being regulated 
through the speed of rotation of 
the retort. In order that each 
screw will be heated uniformly, 
precautions are taken to pre- 
vent any bunching of the work 
while it passes through the re- 
tort. The screws are first 
placed in a hopper located under 
the loading end of the retort. 
A dipper, which is part of that 
end of the retort and adjustable 
as to the number of screws it 
will hold, scoops up the work 
intermittently as the retort re- 
volves. The discharge end of the 
retort is sealed tight and the 
screws drop through a small 
hole, passing through an enclos- 
ed chute into the quench, so no 
air comes in contact with them. 
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Directly in front of the 
_ furnace are two steel quenching 
tanks, each 14 ft. long, 4 ft. high 
and 3 ft. wide. The one nearest 
the furnace contains a soluble 
oil quench while the other con- 
tains a washing compound. 
Each is provided with an eleva- 
tor conveyor, of mesh type steel, 
which carries the work through 
and out. Both conveyors are 
operated from the same motor 
as is the retort. The tempera- 
ture of the retort is automati- 
cally maintained with a temp- 
erature control connected with 
a visual pyrometer and solen- 
oid valves on the gas supply 
lines. The work remains in the 
retort at a temperature of 1,150 
deg. F. for from 4 to 20 min. 
according to its nature, and 
progressing through quench and 
wash is discharged into pans for 
further handling. 





Discovery of New 
Properties 
(Continued from page 225) 


Mfg. Co., 224 Fed. 464, in which 
the Court of Appeals, seventh 
circuit, said: 

“Placet’s discoveries were be- 
fore the public about 11 years 
before Marsh’s patent was 
granted, from which fact it may 
be at least conjectured that the 
valuable resistance and dura- 
tion properties as_ resistance 
elements, which applicant finds 
disclosed therein, were not 
ostentatiously in evidence. * * * 
Marsh does not claim to have 
been the first to make the alloy 
itself, but to have discovered 
that such alloys possess certain 
properties adapting them for a 
new field of usefulness. * * * 
Some of the most important in- 
ventions have consisted in the 
practical application of the dis- 
covery of a new property of 
matter and this invention is of 
that class. * * * The novelty of 
the patent in suit consists in dis- 


covering a new use for the - 


chromium-nickel alloy in which 
is produced most extraordinary 
and unexpected results. * * * It 


was an inventive act upon’ 


Marsh’s part to extricate this 
most valuable material from the 
vague generalities and specula- 
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W. H. SPOWERS, JR. 


551 FIFTH AVE., NEW YORK CITY 
CONSULTING ENGINEER 


SPECIALIZING IN GALVANIZING 


PLANTS DESIGNED 
AND INSTALLED 


Practical Engineering Advice 





Vanderbilt 7395 

















Straighten and Cut Your Wire 
With Modern Equipment 


No. 2-C Sizes up to 1%” 















Timken Roller 
Bearing on Ar- 
bor, Flywheel & 
Main Drive 
Shaft — Double 
Row Ball Bear- 
ings cn Feed 
Shafts. Efficient 
“V” Belt Motor 
Drive. | Simplic- 
ity of Design. 


THE LEWIS MACHINE CO. 
1594 E. 24 St., Cleveland, O. 
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KESTER FLUK-CORE SOLDER 


cos IN POCKETS SOLDER — 






















No more soldering iail- 
ures—nester euminaces 
tue guesswork of separ- 
ate nmuxes. its simpue, 
sure operation will speed 
your soldering efficiency. 
Profit by using Kester 
Flux-Core Soiders in 
your industrial soldering 
processes. 

Let our experts analyze 
your work and increase 
your specific needs and 
recommend a special 
solder, designed for your 
particular purposes. 
Consultation imposes no 
obligation; write our 
research department to- 


day. 

KESTERSOLDERCO. 

4245 Wrightwood Av ,Chicago, Ill. 
Incorporated 1899. 
Formerly Chicago Solder Co. 


KESTER 
SOLDER 


ACID-CORE ROSIN-CORE PASTE-CORE 
METAL MENDER RADIO SOLDER 


AMERICAN 


PRESSED 
PRACTICALLY INDESTRUCTIBLE 


STANDARD TYPES 24ZIN. TO 8 FT. 


SPECIAL TYPES MADE TO ORDER 
WRITE FOR CATALOG 




























THE AMERICAN PULLEY CoO. 
PRESSED STEEL: 


PULLEYS HANGERS HAND TRUCKS 
Mase ELLANEOUS STAMPINGS 


4200 Wissahickon Ave., Phila., Pa. 


tive statements of Placet, and 
place it among the instrumenta- 
lities of science as an electrical 
resistance element. * * * That 
Marsh was entitled to a patent 
for the service he rendered in 
rescuing alloy from obscurity, 
and placing it in the fore-front 
of electrical resistance elements 
seems clear under the authori- 
ties. He first disclosed the pro- 
perties and great advantage of 
the chromium-nickel alloy as a 
resistance element. So far as 
the record shows these had 
never been suggested in any 
manner calculated to lead to 
their application to the uses set 
out in the patent. * * * Inas- 
much as Marsh is not claiming 
novelty for his alloy as such, 
we need not give the objection 
further attention.” 

Appellant admitted at the 


WIRE 


hearing that there are an un- 
necessary number of claims and 
stated that the second set, 
claims 10 to 15, and the third 
set, claims 16 to 18 were insert- 
ed to meet certain criticisms of 
the examiner. He further stat- 
ed that he would be satisfied 
with claims 1 to 6. We think 
appellant entitled to claims 1 to 
6 and that claims 10 to 15 are 
unpatentable thereover. Claims 
16 to 18, which call for a cable 
having a certain construction, 
were properly rejected by the 
examiner as for a different sub- 
ject of invention (examinable 
in a different division) from 
that “originally claimed.” 

The decision of the examiner 
is affirmed as to claims 16 to 
18 and is reversed as to claims 
1 to 6. Claims 10 to 15 are held 
unpatentable over claims 1 to 6. 


Light—Another Industrial Tool 


(Continued from page 214) 


In certain operations in the 
wire mill, it is often quite neces- 
sary that a high intensity of 
lighting be had. This is par- 
ticularly true around the slitting 
machines and inspection tables 
and to give to these operations 
the intensity that is needed a 
new type of lighting has come 
into prominence known as 
“Lighting Plus”. This simply 
means that more light is piled 
up on certain areas than they 
would receive from the general 
overhead system. This is done 
by means of floodlights or high 
intensity units, usually mounted 
at or near the ceiling and so 








The Waterbury 
Wire Die Co. 
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Diamond, Composition 
and 
CHILLED IRON DIES 


Waterhurv. (Conn. 

















directed as to build up the in- 
tensity where desired. This 
system has all of the advan- 
tages of the old drop light in get- 
ting the light where it is most 
needed, yet the units are out of 
reach and not likely to be tam- 
pered with. 


Reflecting Equipment 
In reflecting equipment, per- 


manence, durability, efficiency 
and ease of maintenance are 
essential requirements. The 


RLM Standard Dome Reflector 
is the most widely used type for 
general lighting. It gives a very 
desirable distribution of light 
over horizontal surfaces with 
illumination on vertical surfaces. 
It is efficient, easy to clean and 
so designed that direct glare is 
reduced to a satisfactory med- 








“The House of Service” 


Bellet Diamond Die Works 


Manufacturers of 


DIAMOND DIES 


) Trevoux—France 


¥ 
Factories } New York. N. ¥. 


New York Office 315 Fifth Ave. 
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ium especially when a _ white prey OLY Rr net el aaee Oa See a 
-bowl lamp is used. | gels 

This particular type of unit is | = sane te ba! haysdna | 
| from round rod at much fas- | 
| ter speeds than are possible | 
| by drawing, | 


very satisfactory for use in the 
wire mill proper, also annealing 
and galvanizing departments, 
as well as the cold roll mill. In 
the box annealing department 
and wire rod mill where ceilings 
are exceptionally high or in any 
department where such is the | 


Multiple grooved rolls, which 
are easily changed by with- | 
drawal of outer housing to a 
swinging bracket, by hand | 


case, the most effective distri- operated screw. 


bution of light differs slightly 
from that given by the RLM 
dome. Because of the relatively 
greater height of the building 
in proportion to its width, a con- | 
centrated distribution is more || 
effective, since it avoids undue | 


Also used for making sector 
shaped electrical conductors. | 
Complete with necessary | 
guides, 





= of light on ei For Machinery for the Manufacture of 
is reason it is usually best to fh : 
ea Ga, ay eae ae oe, Sheets, Strips; Tubes, Rod, Wire | 
which directs the light in a and Cable. 
narrow zone, with consequent SPECIAL MACHINERY 





greater overall efficiency than if 


its with ider distributi | - 
ecw | TheTorrington Mfg. Co. 
skated ate extent hog | ‘Torrington - Conn, USA. | 
clear the crane, the type used | 4.4. Franklin St. | 


depending on the mounting 
height. The crane as it travels 
along will cut off the light from 

















units directly above. This im- 66 9 
pairs the illumination where the a EISLER ELECTRIC . 
units are far apart. To avoid Wire Cutting and Straightening Machines 





this condition it is often the 
practice to install additional 
units on the bottom of the crane; 
from the illumination stand- 
point this is satisfactory when 
the units are rigidly mounted, 
but unavoidable severe vibration 
and shocks soon damage reflect- 
ors and lamp failures are frequ- 
ent. A good solution is to stag- 
ger the units overhead, in which 
case the crane will not cut off 
the light from more than one 
unit at a time. 

In damp places, as the pickl- 


Cutting Lengths 1/64” to 4”. 
Wire Sizes .002 to .040. 
Production 75-125 Per Min- 
ute, Depending on Length. 
Machine is of sturdy and 
compact construction. 

Many Types and Styles, for 
all classes of work. Send 
for our Wire Cutting Ma- 
chine Pamphlet. 


SPOT WELDER 
Suitable For Extremely 
Light and Fine Welding. 











ing department, the corrosive Machine No. 110 
action of moisture, gas and Eisler Electric Spot Welders are extensively 
vapor upon reflectors, sockets employed in the manufacture of Radio 
i : : 1 Tubes, Incandescent Lamps, Jewelry, Metal 
and other parts of the or: Novelties, Sheet Metal Work, Wire Weild- 
ment, make it advisable that ing, Etc. Wire or sheet stock as fine as 
equipments in such places be 0005” to 1/16” may be welded or fused 
vapor-proof together. Made in many sizes and styles. €ste® 
Amount of Light SEND FOR BULLETINS Machine No. 93-R 
The more experienced the Eisler Electric Corporation 
illuminating engineer, the less Successors to the Eisler Engineering Co., Inc. 
he feels inclined to give general 758 South Thirteenth St. Newark, N. J. 














figures as to how much light 















































































238 













CAROLINA: CREST 
@if- HOTEL 


North Carolina Ave. 
Near Boardwalk 
Atlantic City, N. J. 


NO CHARGE! 


This charming hotel surrounded 
by green lawns and sun porches 
is the only hotel in Atlantic 
City serving breakfast in your 
room without charge. 

The bedrooms are built for 
comfort; each with its own pri- 
vate bath, large closets, modern 
furnishings, bridge lamps and 
three or more windows to the 
room. 

CHAS. A. BERRY 





H. L. FAIRBAIRN 


anager 


CONTINENTAL PLAN 








at the conveniently 
located 


HOTEL ST. PAUL 


and up for one 
for a Room with 
Bath 





This hotel is noted for its home- 
like atmosphere, courtesy and ef- 
ficiency of management, and 
makes an ideal New York home. 


An Up-To-Date Coffee Shoppe 
At Popular Prices 


One Block from Columbus Circle and 
Central Park. 


HOTELST.PAUL 


6O™ST. WEST OF BWAY, N.Y. 








Industrial Accounting 
For Executives 

By John R. Bangs, Jr. 

New Practical Book—Just off the 
Press 
2 Parts—21 Chapters—449 Pages 
103 Diagrams and Illustrations 
Price $5.00 Postpaid 


Wire & Wire Products 
551 Fifth Ave., New York 











any factory operation requires. 
He has no hesitancy in stating 
that more light than is generally 
used today may be used economi- 
cally and profitably. Recent 
years have seen a large number 
of factory managers make a 
careful scrutiny of the facts re- 
garding lighting and put in 4-5 
times as much light as they pre- 
viously considered an adequate 
amount. 

There are three general levels 
of illumination which one should 
keep in mind when planning a 
lighting system. 5-10  foot- 
candles—satisfactory for work 
of a somewhat coarse nature, as 
pickling or cleaning. This value 
would also represent an abund- 
ance of light for warehouses, 
stockrooms, and aisles or pas- 
sageways kept free from _ ob- 
struction. Enough light to dis- 
pel any sense of gloom. 10-20 
foot-candles —- Considered good 
lighting for fairly close work on 
dark surfaces, as automatic ma- 
chines. Red, light and cold 
rolling, wire drawing and shear- 
ing. 20-5 
excellent lighting. This inten- 
sity is used in plate inspection. 
In addition to permitting quick 
and accurate execution of all 

Area Per Outlet Underside of 
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work except the most exacting, 
lighting of this kind stimulates 
the workmen and makes for fast 
and accurate production. 


Spacing and Mounting Heights 
of Units 

The design of a general light- 
ing system is based largely on 
the desirability of uniform il- 
lumination throughout the area. 
To produce these results, it is 
necessary that lighting units be 
mounted high. Too great spac- 
ing between lighting units will 
result in uneven illumination. 
This can be remedied by raising 
units where ceiling height per- 
mits, or by installation of ad- 
ditional ones. To get uniform 
lighting it is necessary to main- 
tain a certain ratio beween snac- 
ing and mounting height. With 
modern types of lighting units, 
spacing should not materially ex- 
ceed distance between floor and 
bottom of unit. 


Wire for the Future 


With levels of illumination 
increasing year by year, it is of 
primary importance to provide 
for more capacity than may at 
the present seem warranted. It 


is believed entirely practical in 


wiring new buildings or altera- 


Adequately Lighted, Reflector to Conditions 


or Floor not 
Approximate Spacing less than* 
75-85 Sq Ft. 

or 8’ 6” Average 


9 x 9 Spacing 
9 Ft. 


or 9° 0” Average 


914’ x 914’ Spacing 
95-110 Sa. Ft. 


or 9’ 6” Average 


10’ x 10’ Spacing 
110-125 Sq. Ft. 


or 10’ 0” Average 


11’ x 11’ Spacing 
125-145 ig Ft. 


10’ 6” Average 


114’ x 11% ’ Spacing 
145-170 Sa. Ft. 

or 
33°'= 13° Spacing 
170-200 ~~ Ft. 


St pa Average 


1314’ x 1314 ’ Spacing 
200- -230 ae “Ft. 


12’ 6” Average 


14%’ x 14%’ Spacing 
*Mount Units 12’ High Wherever Possible 


High Bay Mounting 


Area Per Outlet Underside of 


it? 6” Average 


100 150 200 300 500 
5-6 8-11 12-15 20-23 40-44 
405 8-10 11-14 18-20 35-40 

3.5-4.0 6-8 10-12 16-21 30-35 
3.5-4.0 6-7 8-10 14-18 25-30 
3.0-3.5 5-6 7-9 12-15 21-25 
2.5-3.0 4-5 6-7 10-13 19-23 
2.0-3.0 3.5-4.0 5-6 8-11 16-20 


2.0-2.5 3.0-3.5 4.5-5.5 7-10 13.17 


Adequately Lighted Reflector to Conditions 


or Floor not 
Approximate Spacing less than* 
400 


20 x 20 31-36 Average 
600 

20 x 30 31-36 Average 
900 

30 x 30 31-36 Average 
1200 

30 x 40 31-36 Average 
1600 

40 x 40 31-36 Average 
900 

30 x 30 37-50 Average 
1200 

30 x 40 37-50 Average 


1600 
40 x 40 37-50 Averag= 


300 500 750 1000 1500 
4.5 8.5 13 18 29 
3 5.5 8.5 12 19 
2 3.5 6 8 13 
3 4.5 6 19 

3 3 4.5 : 

3.5 5 7.5 11.5 

2.5 d 5.5 8.5 

3 4 6.5 
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tions to make provision for 
double the wattage need at. pres- 
ent. <A factory with sufficient 
wiring capacity is in a position 
to increase its illuminaticn s}m- 
ply by using higher wattage 
lamps; of course the factory 
with insufficient wiring may use 
the same method, but there’s a 
joker. If a factory wired for 
150 watts capacity per outlet in- 
creases lamp wattage to 300 
watts per outlet, excessive volt- 
age drop and inefficient lamp 
operation will result, because a 
portion of the energy which 
should be producing light is lost 
in heating the wire. 

The loss and inefficienc, dur- 
ing 144 years of operatioi are 
sufficient to pay the added cost 
of a good wiring job initially. 
An estimate submitted by 11 
different contractors has shown 
that 100% increase in capacity 
can be secured at an increased 
wiring cost of 30%. Adequate 
provision for future demands 
will prove economical in view of 
the upward trend of illumina- 
tion levels in factory lighting 
practice. 


Is Your Light Being Stolen? 

A startling question. Yet we 
may as well face the fact frauk- 
ly that dust and dirt are as 
nimble thieves as any that ever 
climbed your factory fences or 
brazenly walked out your front 
gate. The amount of light 
stolen by dust and dirt is much 
more than generally supposed. 
As much as 50% of the light 
may be absorbed by dirt and 
dust accumulation on lamps and 
reflectors. This collection of 
dust is so gradual that it is al- 
most impossible to discern a 
change in the level of illumina- 
tion from one week to the next, 
yet I. venture to state if all the 
lamps and reflectors in the 
United States were washed to- 
day—tomorrow the illumination 
would be doubled. 

Don’t let dirt and grease short 
change you—count your foot- 
candles and be sure you are get- 
ting value received for your in- 
vestment. If every time you 
bought 10 gallons of gasoline 
the attendant spilled 2 and in- 
sisted you pay for the lost 
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CUE } Co 
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STANDARD FORGE FIRE-HAMMER WELDE 


ANNEALING POTS 


FOR ALL REQUIREMENTS 











A Partial Shipment on a Recent Order 


4 THESE POTS 


The grade of steel entering 
into the construction of | 
these pots is the result of ‘| 
more than thirty-five years 
experience. 


can be furnished any practi- 
cal size or shape. With either 
single or double bell offset at 
top and with or without 
lifting holes as shown. 


Annealing Pots To Fit Your Special Needs. 


COLUMBIANA BOILER COMPANY 
COLUMBIANA, 0. 


















































for Wire Drawing 


Long wear--Smooth-Drawing--Accuracy 


Our specialty is a patented process of mounting 
the Dies in a reinforced Steel-Setting. Proven a 
big advantage. This mounting in conjunction with 
highest quality globe-shaped Diamonds results in 
an unsurpassed product. 


Our representative will gladly call on request. 


Globe Wire Die Corp. 


24 State St. New York, N. Y. 
TELEPHONE: BOWLING GREEN 6190 
Branches: Detroit, Chicago, Cleveland, Buffalo 
European Offices: Antwerp, Amsterdam, London, Paris 




















Going to Buffalo? 


Delegates to the Iron and Steel Exposition to be held at 
Buffalo June 16-20 will find Comfort and 
Convenience at 


The Fairfax Hotel 


715 Delaware Ave. 


IMPORTANT :—The rates charged are most reasonable. 
Other Maddux-operated hotels which are proving increas- 
ingly popular: 


IN WASHINGTON, D. C. 


CAVALIER CAIRO HAMILTON 
MARTINIQUE NEW AMSTERDAM FAIRFAX 
IN PITTSBURGH, PA. IN PHILADELPHIA, PA. 
FAIRFAX CHATHAM 
FAIRFAX 


IN ORANGE, VA. 
JAMES MADISON 


For reservations or further information, address James T. Howard, General 
Manager Maddux Hotels, 1409 L St., N. W., Washington, D. C., or the manager 


of the individual hotel. Delegates to the Iron and Steel Exvosition in Buffalo, in 
particular, should make reservations promptly. 
Manager Fairfax Hotel, Buffalo, New York. 


Write to William Edwin Brown, 
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mileage, you would be more 
than passively concerned. 
When you buy a lighting sys- 
tem capable of delivering 10 
foot-candles be sure that all 
these are delivered where you 
want them, don’t “spill any on 
the ground’. Maintenance is 
essential. 





Standards Bureau Seeks Uni- 
formity of Hardening 


Present-day hardening prac- 
tice is being investigated by the 
Bureau of Standards in an ef- 
fort to provide means for a 
more-closely graded set of the 
characteristics of coolants for 
quenching steels and _ other 
metals, 

Present-day practice in hard- 
ening metals is based largely 
upon the use of oils, water, and 
the aqueous solutions produc- 
ing the more rapid cooling, such 
as sodium chloride brines, sod- 
ium hydroxide solutions, and 
water sprays at ordinary temp- 
eratures. There isa large gap 
between the cooling rates ob- 
tained in the customary quench- 
ing oils and in water, and this 
is now usually taken care of 
by tempering subsequent to 
hardening or by interrupted 
quenching, 

Such procedure is entirely 
satisfactory for many practical 
purposes, but simplification and 
economy, and possibly also tech- 
nical advantages, would result 
of coolants were available to 
provide a more closely graded 
set of coolant characteristics. 
For this reason the Bureau of 
Standards has investigated cool- 
ing media for quenching steel 
and will soon publish its findings 
in the Journal of Research. 

The practical solution of this 
problem is not solely one of ob- 
taining certain prescribed cool- 
ing rates, but this is one of the 
important requirements. Study 
of the surface and center cool- 
ing curves, ‘hardnesses and 
structures of small high-carbon 
steel cylinders quenched in 
water, sodium hydroxide, sod- 
ium chloride solutions, and oils 
at different temperatures sug- 
gested the possibility of using 
some of the hot aqueous solu- 
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tions to bridge the gap between 
the cooling rates obtained with 
water and oils at atmospheric 
temperatures. 

Experiments with carbon and 
alloy steel tensile-test specimens 
and gages seemed to justify the 
view that hot aqueous solutions 
can provide a useful group of 
coolants with graded cooling 
characteristics for the harden- 
ing of small steel pieces. Final 
selection must depend upon ad- 
ditional experimental work, but 
the most promising of the group 
already studied are given below 
in order of decrease in the 
speeds, or increase in the times, 
of cooling: 5 per cent caustic 
soda at 20° C.; 5 per cent salt 
at 20° C.; water at 20° C.; 5 
per cent caustic soda at 60° C.; 
5 per cent salt at 60°C.; water 
at 60° C.; 5 per cent caustic 
soda at 80° C.; 5 per cent 
caustic soda at 85° or 90° C. 

The difficulty of reproducing 
results in quenching should in- 
crease as the temperature of 
the aqueous solution approaches 
the boiling point of water for 
reasons discussed in the report, 
but under suitably controlled 
conditions it should be practic- 
able to make use of hot aqueous 
solutions in practical heat treat- 
ment. There is, however, a pos- 
sibility of gaining advantages 
by decreasing the temperature 
and changing the concentration 
and rate of circulation of the 
liquid in individual cases, but 
evidence has been given of use- 
ful properties in a group of li- 
quids which are inexpensive and 
generally available for the heat 
treatment of steels. 





Union Electric Steel Corp., 
Carnegie, Pa., manufacturer of 
forged hardened steel rolls, die 
blocks, etc., is planning expan- 
sion. Company has authorized 
increase in capital stock, part of 
fund to be used for such pur- 
pose, 





Superior Galvanizing Co., 
- Cleveland, recently organized, 
has leased property at 3125 
Croton Ave., S. E., for produc- 
tion of galvanized iron special- 
ties. E. W. Miller is head. 
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The Standard for High Carbon Wire 


English Brand Wire Drawing Soap 


Proven efficiency by years of continuous use. 


THE J. T. ROBERTSON CO., INC. 
SYRACUSE, N. Y. 


Wire drawing soap specialists since 1893. 
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MODEL 2D-8BB 


DOUBLE COVER COTTON 
INSULATING MACHINE 


HIGH-SPEED BALL-BEARING 
SPINDLES. Flyers dynamically bal- 
anced, operating at 6000 R. P. M. 
Insulates Wire from No. 15 to No. 
25 B. & S. ae 


EST. 1665S INC.A9IS 


“american 
| ACHINERY 


J TIMOeesY 
517 iathiaiien St. 


HILADELPHIA 
ENNSYLVANIA 














STEELSKIN 


REG. U. S. PAT. OFFICE 


For High or Low Carbon Wire 


WIRE DRAWING SOAPS 


Established 22 years. 


R. H. MILLER CO., Inc. 








Homer, N. Y. 




















WIRE = INSULATING, STRANDING 
AND CABLING MACHINERY 


NEW ENGLAND BUTT COMPANY 


Office and Factory Western Orifice 
304 Pearl St., Providence, R. I. 140 So., Dearborn St., Chicago, Ili. 


We build a complete line of Stranding Machines, 

Cabling Machines, Closing Machines, Rubber Strip 

Covering Machines, Measuring Machines, and 
Other Allied Machines for the Wire Trade. 


OUR WIRE MACHINERY CATALOGUE SENT ON REQUEST 
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36 Bobbin Planetary Stranding Machine 

Complete with taping heads, capstan and receive 
reel stand. 

Bobbins 21” dia. x 10” traverse, to hold 500 Ibs. 
of wire. 

Ball and Roller bearings throughout, enabling 
high speed, with low power consumption. 

Capstan 60” diameter, operated by worm gear 
and hydraulic variable speed unit to secure varying 
lays. 

Taping heads driven by variable speed trans- 
formers. 





All operated by a single motor. 
The Torrington Mfg. Co. 
Torrington - onn, USA. 
4:4: Franklin St. 
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Anti-Friction Bearings In Wire 
Equipment 
(Continued from page 224) 
ment in either direction by 
clamps that are bolted to the 

housing. 


Bearings in Pinion Stands 

It might be of interest to con- 
sider briefly the more or. less 
standardized mounting that has 
been developed for pinion 
stands. In this case the sus- 
tained loads are much lighter, 
and the heavy peak load con- 
ditions that characterize the roll 
neck loads are practically non- 
existent. There are, however, 
times when peak loads in the 
mill throw additional loads on 
the pinions, but these are re- 
flected only in additional tooth 
pressure. They add but little 
to the radial load on the bear- 
ings, and the thrust load, when 
it does exist, is increased only 
a negligible amount. There- 
fore a mounting having lower 
load capacity, and a _ simpler 
character generally is used; 
usually the capacity is about 
half that of the corresponding 
roll neck mounting. Such ar- 
rangement is shown in Fig. 3. 
Double row bearings are used 
in this particular case, the cups 
being given a light fit in the 
housings, and the cones given 
a loose fit on the shaft, with a 
clearance between the cone and 
fillet ring. This arrangement ° 
takes care of pinion float, or any 
expansion that may occur. 
Also, since there is no need for 
adjustment, the bearing chucks 
are fixed in the housings, so 
that the original set up of the 
gears is maintained. Since con- 
ditions, as to water, or scale, are 
nowhere near as severe, a sim- 
pler form of closure has been 
adopted, its principal require- 
ment being that it prevents the 
escape of lubricant. 

Before leaving this type of 
equipment, it might be of in- 
terest to discuss briefly some of 
the results that are obtained by 
the use of tapered roller bear- 
ings in these and similar appli- 
cations. In the first place there 
is a considerable reduction in 
the power demand, that may 
amount to anything between 35 
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and 50%. This means that, in 
the case of new mills, there is 
a material saving in the initial 
investment for driving equip- 
ment, and in old ones that the 
strain on the motor is much 
less. What is perhaps even 
more important, however, is 
the effect on the finished prod- 
uct. Since the bearings are not 
subject to wear, pass adjust- 
ment once made is permanent. 
Consequently the finished rod 
is very uniform in gauge, and 
there is a conspicuous absence 
of overfills, scratches and other 
defects resulting in improper 
pass alignment caused by worm 
bearings. As a matter of 
record, one Timken-equipped 
mill rolls 5/16-in. rods, on a 
production basis, that consist- 
ently come within tolerances of 
.001 and .0015 in. Further- 
more, there is no trouble with 
guides, or other delays in get- 
ting material through the mill, 
as is usually the case where 
passes get out of alignment. 
And, finally, maintenance and 
upkeep are greatly reduced. To 
sum up the whole situation, both 
the volume and quality of pro- 
duction are increased, and oper- 
ating expense decreased, to a 
point that puts the operation 
of the mill on a proper, not te 
say sensible economic basis. 


Wire Drawing Equipment 

As a Class, wire drawing ma- 
chines, both continuous’ or 
otherwise, offer a fertile field 
for the application of tapered 
roller bearings. And, in a good 
many cases, advantage has been 
taken of their possibilities, al- 
though the method of applica- 
tion has not been standardized 
to the extent that is apparent in 
the case of rolling mills. Gen- 
erally speaking, the loads are 
not heavy, although in some ap- 
plications they are quite severe, 
as they are in mills. But there 
are other requirements that are 
just as strict, and in a scnse, 
just as hard to meet. Since 
these requirements vary con- 
siderably among the different 
applications, any generalization 
concerning them would be of 
doubtful value. Hence they will 
be considered in detail in the 
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Bronzes, Various Grades 
Copper 





Manufacturers of Fine Wire | 
BARE FINE WIRES | 
Copper Wire Specially Processed for Enameling Purposes 


Phosphor Bronze 
Pure Tin 














High Brass Commercial Bronze 
Low Brass Silver Plated Copper 
10%, 18%, 30% Nickel Silver False Gold 
Zine Copper Lahn 
Lead Gold Lahn 
Silver Plated Copper Lahn | 
BRUSH WIRES 
CRIMP AND STRAIGHT 
Brass Nickel Silver 
Steel Phosphor Bronze 
Copper | 
HUDSON WIRE CO | 
Successors Royle & Akin p | 
Fine Wire Manufacturers 
OSSINING Established 1902 NEW YORK | 
discussion of the individual 
Cases. WIRE DRAWING 


Drawing Block Bearings 

Figures 4 and 4-A show the 
various applications made to the 
driving and main shafts of a 
motor-driven drawing block. 
Power is transmitted from the 
motor through a worm gear 
speed reducer, the shafts of 
which have been anti-frictioniz- 
ed. One end of both the worm 
and worm wheel shaft is mount- 
ed in a tapered roller, and other 
in a straight roller bearing. In 
this arrangement, the tapered 
roller bearing is depended upon 
to take the thrust reaction loads 
set up by the operation of the 
worm, and to fix the position of 
the shafts. In other words, one 
of its functions is to preserve 
the shaft alignment, and con- 
sequently the proper tooth rela- 
tion between the worm and 
wheel. The straight roller 
bearing is provided to take care 
of shaft expansion, since it per- 
mits the amount of float neces- 
sary. The mountings in each 








DIAMOND DIES 
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Manufacturers for Over 35 Years 


F. KRAUSE & CO., Ine. 


250-252-Ogden Ave. 
JERSEY CITY, N. J. 
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case are quite simple, the taper- 
ed roller bearings are mounted 
in cartridges which are ma- 
chined to fit in the housing and 
locked to prevent rotation. The 
bearings are adjusted by means 
of a nut that bears directly on 
the cones. A _ circulating oil 
system provides lubrication and 
the outer closures are designed 
to prevent any escape of lubri- 
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cant. The mounting of the 
block shaft is somewhat sim- 
pler. Two tapered roller bear- 
ings are used, the upper one 
having a’very high radial capa- 
city to take the load imposed 
when the wire is being drawn. 
The lower bearing acts as a 
guide bearing, and carries the 
radial load of the gear, as well 
as the entire vertical weight of 
the shaft and block. In both 
cases the closure design is quite 
simple. 

The method of mounting 
bearings on the different shafts 


in two varieties of continuous 
wire drawing machines is shown 
in Figs. 5 and 6. The first is of 
the cone type, using a number 
of dies and obtaining the vari- 
ation in drawing speed by vari- 
ations in the diameter of the 
cone, or capstan, which is gear 
driven from the motor. In the 
other type there are two groups 
of loose and fixed reels, each 
mounted on a _ separate shaft. 
The shafts are driven through 
a worm and spur gear train 
from a single motor. From 
Fig. 5 it can be seen that this 
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particular machine is_ pretty 
thoroughly anti-frictionized, all 
shafts, both main and auxiliary 
being mounted on tapered roller 
bearings. Most of the mount- 
ings are quite conventional, the 
principal requirement being 
that the shafts be held with suf- 
ficent rigidity to preserve their 
alignment, and consequently 
the proper relation between the 
gear and pinion teeth. In the 
case of the capstan shaft, the 
outboard bearing has a capacity 
considerably in excess of the in- 
board bearing. The excess is 
provided to take care of the 
overhanging load formed by the 
capstan, and th radial reaction 
caused by the pull of the wire. 
The closure in this case is also 
much more elaborate, in order 
to prevent any possibility of 
lubricant escaping into the 
grooves in which the wire runs. 
(Concluded in the July issue) 





Much Copper Used in Railroad 
Electrification 

Increased use of copper in 
railroad electrification is shown 
by the statement of the Copper 
& Brass Research Association 
that 18 railroads formerly op- 
erated by steam only, now oper- 
ate electrically on 4,300 miles of 
track, Although only 1 per cent 
of railroad mileage is electrical, 
more than 100,000,000 Ibs. of 
copper have been required for 
those undertakings. Within a 
few years other definite projects 
for electrification will double 
the poundage of copper. Prac- 
tically all of this material is 
wire, in one form or another. 
Wire and Wire Products in Big 

Buildings 

Some idea of the magnitude 
of the job of constructing the 
Chanin Building may be had 
from the following summary of 
wire material and allied prod- 
ucts employed: Bolts, shop and 
field rivets in frame approxi- 
mately 1,000,000; heating pipe, 
85,000 lineal feet; brass pipe, 
23,000 lineal feet; electrical 
conduit 400,000 lineal feet; elec- 
trical wire other than telephone 
wire, 1,000,000 feet; telephone 
wire, 5,000,000 feet ; ornamental 
brass and bronze, 100,000 lbs. 
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By Alastair T. Adam, A. R. T. C. 
(Associate, Royal Technical College, Glasgow) 
The only book of recent years dealing exclusively with the problems of cold working and wire drawing. 
Written by a leader in the field. : 212 pages. Cloth bound boards, 7!2x10 inches. Profusely illustrated 
from photographs. Indexed. Price: $13.00 a copy, carriage prepaid. 
Contents 
a Introductory ° VII. Effect of Cold Work on the Physical Properties 
a. Wire Drawing of Metals (cont.) 
III. Wire Drawing: The Cold Working Operation — The Effect of Heat Treatment After Cold Work 
IV Cold Rolling and Other Cold Working Proce. IX. Theories of Plastic Flow in Cold Worked Metals 
: : 8 & sses X. The Pathological Aspect of Cold Working 
Vv. Heat Treatment Operations 
VI Effect of Cold Work on the Physical Properties XI. The Application of Cold Work to Non-Ferrous 
of Metals Metals and Alloy Steels 
8 e e e . e J 
British Wire Drawing and Wire Working Machinery 
By H. Dunell, A. C. G. I., A. M. I. Mech. E., B. E. 
(Editorial Staff, “The Engineer’) 
Written from the practical point of view, from the rolling of rods to forming of wire. 186 pages. Cloth 
bound boards, 734x11% inches. Profusely illustrated from photographs. Indexed. Price: $7.00 a copy, 
carriage prepaid. Contents 
SE The Manufacture of Wire Rods xi. Electric Cakle Making 
II. Wire Drawing XII. High Speed Stranding Machines 
III. Dies XIII. Barbed Wire Machines 
IV. Wire Drawing Blocks XIV. Nail and Rivet Making Machines 
V. Continuous Wire Drawing Machines XV. Pin Making Machines 
VI. Straightening and Cutting off Machines XVI. Needle Making 
Vil. Wire Factories XVII. Safety Pin Making 
VII. Wire Netting Machinery XVIII. Wire Chain Making 
rx, Wire Factories XIX. Wire Flattening 
x. Wire Weaving Looms xX. Miscellaneous Machines 
Both of these books will be sent postpaid to any one address at the special combination price of $18.00. 
Remittance should accompany all orders. Address: 
551 Fifth Avenue WIRE & WIRE PRODUCTS New York City 
NS 
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| Wire & Wire Products 
| 551-5th Ave., New York, N. Y. 
| 


You may send us . . . copies of the Wire and Wire Products Annual Directory, Index and 
Buyers Guide for which we will remit $5.00 per copy on receipt of invoice— 


WIRE AND WIRE PRODUCTS 


Directory, Index and 
Buyers Guide 


Limited 1930 Edition—$5.00 per copy 
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interesting Chanters. 2. 
alloy steels. 


Wire Rope Conference 
Organizes Research 

Some fifty engineers broadly 
representative of the many fields 
interested in the construction 
and use of wire rope, recently 
met in New York at the Third 
Wire Rope Conference in the 
Engineering Societies Bldg. and 
decided that it would be advis- 
able to organize a cooperative 
research committee under the 
auspices of the Engineering 
Foundation and the Amer. Soc. 
Mech, Eng., with the coopera- 
tion of other interested techni- 
cal organizations. This com- 
mittee would make a study of 
the factors affecting wire rope 
life and would formulate rules 
of recon mended practice for the 
use and inspection of wire rope, 
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Steel and its Heat Treatment 


29 Chapters of useful information, divided into 3 Sections—1. 
with the general underlying principles and practice of heat-treatment processes. 8 
Engineering, pointing out the peculiar qualities of various 
13 Chapters packed with data. 3. 
heating as applied to heat-treating processes. 


EVERY STEEL WIRE MAN SHOULD HAVE A COPY—PRICE $5.00 
WIRE & WIRE PRODUCTS, 551 FIFTH AVE., NEW YORK, N. Y. 


by D. K. Bullens 
(Consulting Metallurgist) 


Metallurgical, dealing 


Production, relating to industrial 
8 Chapters. 


emphasize the factors to be con- 
sidered in applying wire rope to 
various uses, and point out pos- 
sible improvements that might 
be made in the design, mate- 
rials, and fabrication. 





Williamsport Wire Rope Co., 
Williamsport, Pa., closed its wire 
mill during the latter half of 
March to make improvements. 
This is the first time the plant 
has been shut down in 7 years. 
It has been impossible to fill 
orders fast enough with present 
facilities even working day and 
night shifts. A new unit, just 
completed at Sparrows Point, 
Md., where the company has 
had a plant for several years, 
was put in operation with 100 
employees. 














Additional Personal Items 





Harry Faxer has been ap- 
pointed general superintendent 
of the Aliquippa Works, Jones 
& Laughlin Steel Corp., to fill 
vacancy caused by the resig- 
nation of C. M. White. Mr. 
Fazer is succeeded by H. M. 
Carr, formerly superintendent 
of the wire department, he in 
turn being succeeded by R. M. 
Huffey, formerly superintend- 
ent electrical department. 


John A. Coakley, traffic man- 
ager, American Steel & Wire 
Co. was recently elected director 
of Cleveland Chamber of Com- 
merce. 

Willis D. Glendening has been 
transferred from Fort Wayne, 
Ind., to a new coil winding fac- 
tory of the Canadian Wire & 
Cable Co., Toronto, Canada, 
which is associated with the 
Dudlo Mfg. Co. of Fort 
Wayne. 

R. G. Harris has been ap- 
pointed manager of the Denver 
office, General Cable Corp. He 
was formerly Pacific Coast Man- 
ager. Mr. Harris is in charge 
of the activities of all divisions 
of the General Cable Corp. in 
that territory. 


Richard L. Foster has been 
appointed general sales man- 
ager, Wickwire Spencer Steel 
Co. and subsidiaries. He is an 
outstanding figure in the wire 
sales field having been engaged 
in the industry for 30 years, 
most recently as assistant gen- 
eral sales manager, American 
Steel & Wire Co. 


The Driver-Harris Co. recent- 
ly gave a foundry demonstra- 
tion of the new P. M. G. metal, 
a high tensile strength copper 
alloy, for the benefit of repre- 
sentatives of leading metal 
users and producers, govern- 
ment officials and the technical 
press at the plant in Harrison, 
N. J. 
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Chandler Products’ Corp., 
_ Cleveland, has been formed by 
‘men formerly prominent in the 
Chandler Motor Car Co., to 
manufacture a complete line of 
tap screws, studs and allied wire 
products for the automobile and 
machinery industries. Three 
acres have been secured in Euc- 
lid village where the first: unit 
of 20,000 sq. ft. of floor space 
will be ready early in March. 
Fred C. Chandler, Jr., is presi- 
dent. 





Canada Wire & Cable Co. 
show high earnings for 1929, 
equivalent to $17.23 on Class A 
shares and $5.67 on the 90,000 
shares of Class B stock out- 
standing. This covers 11 months 
operation of the parent com- 
pany but full year for all sub- 
sidiaries. 





Westinghouse Elec. & Mfg. 
Co., E. Pittsburgh, Pa., had 
gross sales in 1929 of $216,364,- 
588. After all deductions there 
was $27,062,611 net income for 
dividends and other purposes. 
Current assets total six times 
liabilities. The balance of its 
bonds have been called in and 





Plant of Sheffield Steel Co., 
loads of Wire from Cooling Conveyor to Storage. 
Track Scale, 

Courtesy of Cleveland Elec. Tramrail Division, Cleveland Crane & Eng’g.. Co. 


Kansas City, 





redeemed so the company now 
has no capital liability except 
common stock. Stockholders 
increased to 44,088. 





Driver-Harris Co., Harrison, 
N. J., has moved its Chicago of- 
fice to larger quarters at 1138- 
40 W. Washington Blvd. 





Jchn A. Roebling’s Sons Co., 
Trenton, N. J., manufacturer of 
wire and cable, wire rope, etc., 
has filed notice of company or- 
ganization to engage in busi- 
ness in Alabama, and will estab- 
lish headquarters at Birming- 
ham. Plans are being consid- 
ered for a factory branch and 





distributing plant at latter 
place. 
Western Electric Co., New 


York, has taken bids on general 
contract for two additions to 
plant at Kearny, N. J., seven 
and eight stories, 104 x 237 ft., 
and 177 x 474 ft., respectively, 
to cost over $1,000,000 with 
equipment. O. C. Spurling is 
company engineer at plant. Con- 
dron & Post, 53 W. Jackson 
Blvd., Chicago, are consulting 
engineers. 








Mo., Showing Tramrail Hairpin Hook Handling 3,000- 


Used Also in Passing over the Overhead 


Where Rods or Wire Are Weighed without Rehandling, Saving Time and ay 
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Wire Drawing Practice 
In Great Britain 
(Continued from page 211) 

mills are driven by two tandem 
compound condensing engines of 
800 h. p. each. These engines 
drive, directly, shafts running 
under the floor in the center of 
each mill. The drawing ma- 
chines are located at right 
angles to the main shaft, and 
are driven, through bevel gear- 
ing, by transverse shafts. With 
such an arrangement there are 
few points where power can 
be lost in transmission, and 
with a comparatively steady 
production program it appears 

to be entirely satisfactory. 

Rod-Pointing Equipment 
There are quite a number of 
methods of pointing wires so 
that they may be entered 
through the hole in the drawing 
die, and the one adopted depends 
chiefly on the output of the ma- 
chines it serves. For small 
plants and odd jobs in the draw- 
ing shop, grooved rolls are fre- 
quently installed. The grooves 
are made eccentric to the roll 
and by working the lever to and 
fro, while the rod is pushed for- 
ward, and, if necessary, moved 
from groove to groove, quite a 
fine point can be made. A crude 
arrangement occasionally adopt- 
ed is simply a small gas-heat- 
ed furnace, through which the 
end of the rod is_ threaded. 
When the material has been 
brought up to a bright red heat. 
it is pulled apart by a hand 
lever, and the reduction of the 
area at the fracture provides 
the required point. This sys- 
tem has the disadvantage that 

the end pulled off is scrap. 


Swaging Pointers Most Popular 

Another type of pointer is 
the toggle press, but the most 
popular type in works having a 
substantial output is the swag- 
ing type of apparatus, such as is 
made by Sir James Farmer 
Norton & Co., Manchester. It 
is of extremely simple construc- 
tion and very effective in opera- 
tion. Inside a circular casing 
there is a set of rollers in a 
cage. These rollers run on a 
hard steel path held in the cast 
iron casing. Through the cen- 

















URDIKA 





ELMARID 


The most improved metal 
composition die. 


Manufactured in sizes 
ranging from 


010" to .250" 
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DIAMOND 
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Highest Quality 


Accurate Size Smooth Draw 





URDIKA 


WIRE DIE WORKS, INC. 


129 Fulton Street New York City 
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ter of the machine runs a hol- 
low spindle, driven by the gear- 
ing behind. The front end of 
this spindle is enlarged and 
slotted across its diameter. 
This slot provides accommoda- 
tion for two rectangular dies 
and, outside them, two hammer 
blocks. The spindle is revolved 
at a speed of about 300 r. p. m., 
and as a result the hammer 
blocks are thrown out by centri- 
fugal force. As they pass the 
rollers, however, they are forced 
in again and give the dies sharp 
blows. The rollers rotate, but 
at a different speed to the spin- 
dle, and the dies consequently 
strike the rod inserted between 
them at different places all 
round. Thus it is rapidly swag- 
ed down with a perfectly smooth 
surface and to a shape which 
corresponds to the dies. 

One of the largest and best- 
equipped British wire plants is 
operated by the big Guest, Keen 
& Nettlefolds combine, which 
controls a vast group of iron 
and steel works. Much of the 
raw material used is obtained 
from the combine’s own col- 
lieries and iron ore mines. One 
of its most modern plants is the 
H. P. Wire Nail Works, Roger- 
stone, which was especially de- 
signed for the manufacture of 
wire nails, staples, panel pins, 
gimp pins, pig rings, etc. This 
plant is connected to the Castle 
Works by a private railroad, the 
latter works incorporating a 
modern wire rod mill. Within 
a short distance are the Imperial 
Mills, Newport, which are en- 
tirely occupied in drawing wire 
from wire rods rolled at the 
Castle Works. All sections are 
drawn—round, half-round, oval, 
square, triangular, grooved, and 
fiat, for the manufacture of 
nails, bolts, rivets, chains, cot- 
ters, wire netting, and wheel 
spokes. 

In addition, the combine has 
a modern wire-drawing shop at 
the Imperial Mills, Smethwick. 
which cleans, pickles, and draws 
wire rolled at the Castle Works 
for the use of the combine’s 
Birmingham district group of 
works. Pedal pins, hub spindles, 
and other bicycle components 
are also made at these mills. 
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For more complete information, consult the annual Directory, Index & Buyers’ Guide. 
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NNEALING POTS 


Columbiana Boiler Co., Columbiana, O. 


NNEALING SALTS 
European Color & Chemical Co., 
Weehawken, N. J. 


ARMORING EQUIPMENT. , 


Sleeper & Hartley, Inc., Worcester, 


BAKERS 


BRAIDER CARRIERS 
Mosskerg Pressed Steel Co., Attleboro, Mass. 
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SAUNA 


Morgan Construction Co., 


Mass. 


Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


CASTINGS—Wire Mill 
E. J. Scudder Foundry & Machine Co., Tren- 


ton, N. J. 


CRANES 


Morgan Construction Co., Worcester, Mass. 


Vaughn Machinery Co., Cuyahoga Falls, O. 
DIAMONDS—Industrial 


Abr. Levine, New York 


DIES—Chilled Iron 


Waterbury Wire Die Co., Waterbury, Ct. 


Balloffet Diamond Wire Dies Co., Inc., 
N. Y. C. 

Bellet Diamond Die Works, N .Y. 

Cochaud Wire Die Co., New York. 

Driver-Harris Co., Harrison, N. J. 

Globe Wire Die Corp., New York 

oe Wagner Diamond Corp., Newark, 


F. Krause & Co., Inc., Jersey City, N. J. 


Master Wire Die Corp., New York, N. Y. 


Union Wire Die Corp., New York, N. Y. 
Urdika Wire Die Co., N. Y. C. 
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DIES—Diamond 


Atlas Wire Die, Co., 


New York, N. Y. 


Vianney Wire Die Works, New York. 


NEW BOOK ON STEEL TREATING PRACTICE 


_ Every Steel Wire Man Should Have a Copy 


16 Chapters and Appendix, 388 Pages, 174 Illustrations and Only $4.00 a Copy! 


Steel Treating Practice 
By Ralph H. Sherry 


Except for theory in the first three chapters, the entire volume deals 
primarily with practice, description of the latest and most effective 
methods and modern equipment used in steel treating. 


Note These Chapter 


Basic Principles and Primary Processes 


Composition and 


Cyaniding. Ni- 


1. 
of Steel Treating 
2. Commercial Steels 
Working Diagrams 
3. Physical Properties and the Stresses of 
Service 
4. Quenching and the Solution Structures 
5. Annealing 
Hardening Processes. 
triding. Tool Hardening 
7. Carburizing. Carburizing Compounds 
and Processes 
8. Carburizing. Equipment and Handling 


9. 
10. 
Ly, 


12. 


14. 


15. 


16. 


Headings: 


Inspection and Control 
Fuels 


Furnaces for Steel Treating. Stationary 
Hearth Furnaces 


Bath Furnaces: Labor Saving Fur- 


naces 
Pyrometers 


The Steel Treating Department in the 
Scheme of Production 


Equipment Arrangement and Building 
Design for Steel Treating Plants 


Labor, Supervision and Cost Appendix 
—Heat-treatment Definitions 


Wire and Wire Products 


551 Fifth Avenue 


New York, N. Y. 


Waterbury Wire Die Co., Waterbury, Ct. 
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Professional Directory 








Listing in the Professional Directory is recommended to all engineers, 
engineering and construction firms and consultants seeking business 
with wire mills or plants utilizing wire in any form. 








W. H. Spowers, Jr. 
Consulting Engineer 

e 551 Fifth Ave., N. Y. C. 

| Specializing in Galvanizing 

Plants Designed and 

Installed 
Practical Engineering 
Vanderbilt 7395 Advice 





ANNEALING SALT BATHS 


FOR 
Steel and Copper Wire 
Inquiries Solicited 


European Color & Chemical Co., Inc. 
WEEHAWKEN, NEWJERSEY 














Broden Construction Co. 
Wire Mill and Cold 
Rolling Equipment 


10255 Harvard Ave. 
CLEVELAND, OHIO 


See the Wire exhibits and 
learn about new equipment at 
the Iron and Steel Exhibition, 
Buffalo, N. Y., June 16-20. 

















THE 
WALLACE G. IMHOFF 
COMPANY 
HOT GALVANIZING 


Plants Installed Consulting Service 


VINELAND, NEW JERSEY 








Important German manufactur- 
er is interested in undertaking the 
manufacture of patented machines 
and apparatus on a royalty basis 
for the European continent. Ad- 
dress Box W 900, Wire & Wire 
Products, 551 Fifth Ave, New 
York City. 
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TRADE-MARKS 
SERVICE 


Without charge or obligation, we will inform you on any 
questions you may put to us touching on patent, trade- 
mark and copyright law. You may ask: “Should I protect 
myself by patent, or register under the trade-mark or copy- 
right laws? What kind of a patent should I obtain?” and 
many other questions that may occur to you. These are 
vital points to consider and questions will be cheerfully 
answered. 
Evidence of Conception 

Before disclosing your invention to anyone send for blank 
form “EVIDBNCE OF CONCEPTION” to be signed and 
witnessed. As registered patent attorneys we represent 
hundreds of inventors all over the United States and 
Canada in the advancement of inventions. The form 
“Evidence of Conception,” sample, instructions relating to 
obtaining of patents and schedule of fees sent upon request. 


Lancaster, Allwine & Rommel 
Registered Patent Attorneys 
473 OURAY BUILDING 
WASHINGTON, D. C. 
Originators of forms, “Evidence of Conception.” 























> 0 SP Eo 0 CO 











> ont Ade Pod 


SS 8 AAP RR 6 SR Co | eee 














WIRE 


Screw and Bolt Making 


The combine specializes large- 
ly in screws. After the wire has 
been drawn, the process of 
screw-making enters on_ its 
final phase, beginning with the 
cold forging of the headed 
blanks. Close-ups of this oper- 
ation seen in the combine’s film 
“From Ore to Finished Prod- 
uct,” show coils of wire being 
fed automatically into heading 
machines, which cut off blanks 
to the required lengths and 
shape the heads at the same 
time. The forged blanks are 
then taken to a_ shake house. 
where they are cleaned in ro- 
tating iron barrels, weighed 
and passed into the forged 
blank stock in readiness for the 
second operation—nicking and 
turning. 

Fed by automatic hoppers. 
the nicking and turning ma- 
chines turn the blanks, both on 
the face and underneath the 
head, and saw the nick. An- 
other cleaning process follows. 
after which the’ turned and 
nicked blanks are taken to a 
sorting room and carefully in- 
spected so that all faulty heads 
or nicks are eliminated. The 
third operation is the worming 
process, and here the turned 
and nicked blanks are auto- 
matically fed to the spindles of 
the worming machines. In 
both the turning and worming 
processes one is amazed by the 
almost human way in which the 
“feed” and “thief” fingers han- 
dle the screws. Following this 
final process, the screws are 
once again cleaned and barrel- 
led. This operation ensured a 
perfectly dry, highly-polished 
screw, which will retain its fin- 
ish and resist rust under rea- 
sonable conditions. Further 
sorting processes follow, and it 
is due to this rigid inspection 
after each process that uni- 
farmity of quality is maintain- 
ed. All the machines are driven 
from underground _ galleries. 
Two views in the company’s 
plants are seen in the accom- 
panying illustrations. 

For some of the data contain- 
ed in this article the writer is 
indebted to “The Engineer.” 
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DIES—Repairs & Re-Cutting 
ON ” cage Wire Dies Co., 


Bellet Diamond Die Works, N. Y. 


Cochaud Wire Die Corp., New York. 
F. Krause & Co., Inc., Jersey City, N. J. 
eae oF 


Urdika Wire Die Co., 

Vianney Wire Die Wks., MY. ° 
DIES—Tungsten Carbide 

Carboloy Co. Inc., New York, N. Y. 

Master Wire Die Corp., New York, 


Union Wire Die Corp., New York, N. 


FLUXES—Soldering 
Kester Solder Co., Chicago, Ill. 


FURNACES—Wire Annealing 


Vaughn Machinery Co., Cuyahoga Falls, O. 


GALVANIZING ENGINEER 
W. H. Spowers, Jr., New York, N. 


GALVANIZING—Hot 


Wallace G. Imhoff Co., Vineland, N. 
GALVANIZING LADLES, PANS, 


POTS 


Columbiana Boiler Co., Columbiana, 


LATHES—Die Reaming 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
The Waterbury Farrel Foundry & Machine 


Co., Waterbury, Conn. 
LIME—Pulverized 


Amer. Lime & Stone Co., Bellefonte, 


LUBRICANTS—Wire Drawing 
R. H. Miller & Co., Homer, N. Y. 


J. T. Robertson Co., Syracuse, N. Y. 


MACHINERY—Armoring (Cable, 


Inc., Wire Hose) 
American Insulating Mach’y Co., 


MACHINERY—Braiding 
Mossberg Pressed Steel Corp., 
Mass. 


N.Y:  MACHINERY—Bundling 


Sleeper & Hartley, Inc., Worcester, 
Vaughn Machinery Co., Cuyahoga Falls, O. 


Watson Machine Co., Paterson. 


MACHINERY—Cable, Electric 
W. E. Somerville & Co., Coal City, IIl. 
Torrington Mfg. Co., Torrington, Conn. 
Watson Machine Company, Paterson, N. J. 
se MACHINERY—Chain Making 
Vaughn Machinery Co., Cuyahoga Falls, O. 


J. MACHINERY—Coiling 
Broden Const. Co., Cleveland, O. 


Sleeper & Hartley, Inc., Worcester, Mass. 


O. MACHINERY—Cutting 


American Insulating Mach’y Co., — ig he 


Eisler Electric Corp., Newark, 


MACHINERY—Enameling 


Pa. American Insulating Mach’y Co., 


W. E. Somerville & Co., Coal City, i 


MACHINERY—Forming 


Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Torrington Mfg. Co., Torrington, 
Watson Machine Co., Paterson, N. 


Conn. 


Attleboro, 


Hallden Machine Co., Thomaston, ocan. 
Lewis Machine Co., Cleveland, O. 

F. B. Shuster Co., New Haven, Conn. 
Sleeper & Hartley, Worcester, Mass. 


MACHINERY—Galvanized Wire 


Morgan Construction Co., Worcester, Mass. 


MACHINERY—Insulating 


Vaughn Machinery Co., Cuyahoga Falls, O 


American Insulating Machinery Co., Phila. 


New England Butt Co., Providence, R. I. 


MACHINERY—Maegenet Wire 


Enameling 


American Insulating Mach’y Co., Phila., Pa. 


Sleeper & Hartley, Inc., Worcester, 


MACHINERY—Measuring Wire 


Mass. 


Mass. 


New England Butt. Co., Providence, R. I. 
Watson Machine Company, Paterson, N. J. 


MACHINERY—Nail 


MACHINERY—Panning 


MACHINERY—Pointing 


MACHINERY—Measuring Wire Rope 
W. E. Somerville & Co., Coal City( Il. 


Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


American Insulating Machinery Co., Phila. 


Morgan Construction Co., Worcester, Mass. 


E. J. Scudder Foundry & Machine Co., 


Trenton, N. J 


Sleeper & Hartley, Inc., Worcester, 
Torrington Mfg. Co., Torrington, 
Vaughn Machinery Co., Cuyahoga Falls, O. 


Mass. 
Conn. 


The Waterbury Farrell Foundry & Machine 


Co., Waterbury, Conn. 


MACHINERY—Rivet 


The Waterbury Farrell Foundry & Machine 


Sleeper & Hartley, Inc., Worcester, Mass. Co., Waterbury, Conn. 

















Patented 








~ Mosspeed Braider Carriers 


They Increase Production 
Up to 80 Per Cent 


ESIGNED for use on any Maypole type of braiding 
machine. The patented spring takeup, replacing old- 
time weights, makes them unique. Their use results in a 
firmer braid, a saving in yarn and greatly increased pro- 


duction. 


Several of the best-known manufacturers of 


braiding machines use Mosspeeds as standard equipment. 
Use them and cut braiding costs. 


To the Trade : 


It has recently come to our attention that 
braider carriers having a spring-actuated take- 
up have been offered for sale. Such carriers as 
we have seen of this type are a direct in- 


fringement of our patents of Feb. 25, 1919, 


No. 1,295,565,—May 31, 1927, No. 1,630,669— 
and Jan. 1, 1924, No. 1,479,397. The trade 
is hereby notified that it is our intention 
to fully protect our rights under these pat- 
ents, and anyone using such braider carriers 
will be requested to render an accounting 
for the purpose of adjusting damages. 


MOSSBERG 


PRESSED STEEL CORP. 


Attleboro --- Massachusetts --- U. S. A. 


Greenville, S. C. 


Dallas, Texas 


Selson pam ciinceriacabe Co., Ltd., 26-28 Charles St., London, E.C.1. 
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BUYERS’ GUIDE, Continued 
MACHINERY—Rod MACHINERY—Trolley Wire POTS 
Torrington Mfg. Co., Torrington, Conn. re me —. a a reg Columbiana Boiler Co., Columbiana, O. 
. aterbur arre. oundry achine 7 
MACHINERY—Screw Wire Co., Waterbury, Conn. ee ee: & Machine Co., Tren- 
Sleeper & Hartley, Inc., Worcester, Mass. MACHINER Y—Welding fans Noe 
MACHINERY—Spooling Eisler Electric Corp., Newark, N. J. Sleeper & Hartley, Inc., Worcester, Mass. 
American Insulating Machinery Co., Phila. REELS 


Waterbury Farrel Foundry & Machine 
Co., Waterbury, Conn. 

Torrington Mfg. Co., Torrington, Conn. 

W. E. Somerville & Co., Coal City, Il. 


MACHINERY—Spring Making 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Staple 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Straightening 
Eisler Electric Corp., Newark, N. J. 
Hallden Machine Co., Thomaston, Conn. 
Lewis Machine Co., Cleveland, oO. 

F. B. Shuster, New Haven, Conn. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Torrington Mfg. Co., Torrington, Conn. 


MACHINERY—Stranding 


American Insulating Mach’y Co., Phila Pa. 


New England Butt Co., Providence, R. I. 
W. E. Somerville & Co., Coal City, Ill. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Swaginge 
Sleeper & Hartley, Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Waterbury-Farrell Foundry Machine Co., 
Waterbury, Conn. 


MACHINER Y—Taping 
Amer. Insulating Mach. Co., Phila., Pa. 
New England Butt Co., Providence, R. I 
Watson Machine Company, Paterson, N. J. 


MACHINERY—Winding 
American Insulating Mach’y Co., Phila., Pa. 
W. E. Somerville & Co., Coal City, III. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Wire Drawing 
American Insulating Machinery Co., Phila. 
Broden Const. Co., Cleveland, Ohio. 

Morgan Construction Co., Worcester, Mass. 

E. J. Scudder Foundry & Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Torrington Manufacturing Co., Torrington, 


Conn. 
Vaughn Machinery Co., Cuyahoga Falls, O 
Waterbury Farrell Foundry & Machine Co., 


Waterbury, Conn. 

MACHINERY—Wire Rope 

New England Butt Co., Providence, R. I. 

W. E. Somerville & Co., Coal City, III. 

Watson Machine Company, Paterson, N. J. 
MACHINERY—Tube 

Torrington Mfg. Co., Torrington, Conn. 
NEUTRALIZING COME VUNDS 

Oakite Products, Inc., 
PATENTS 


Lancaster, Allwine & Rommel, Washington, 
D. C. 
PICKING APPARATUS 
Weaver Bros. Co., Adrian, Mich. 


PICKLING COMPOUNDS 
Weaver Bros. Co., Adrian, Mich. 


American Pulley Co., Philadelphia, Pa. 
Apco-Mossberg Co., Attleboro, Mass. 
R. B. Hayward Co., Chicago, Ill. 
Hubbard Spool Co., Chicago, III. 
Mossberg Pressed ‘Steel Corp., Attleboro, 
Mass. 

REEL CRUTCHES 

Watson Machine Co., Paterson, N. J. 


SOAPS—Wire Drawing 
R. H. Miller Co., Homer, N. Y. 
J. T. Robertson Co., Syracuse, N. Y. 


SOLDER 
Kester Solder Co., Chicago, Ill. 


SOLDER—Silver 
Handy & Harman, N. Y. 


SPOOLS—Wire & Cable 
American Pulley Co., Philadelphia, Pa. 
Apco-Mossberg Co., Attleboro, Mass. 
R. B. Hayward Co., Chicago, IIl. 
Hubbard Spool Co., Chicago, Ill. 
Mossberg Pressed Steel Corp., Attleboro, 
Mass. 


TRUCKS 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
VULCANIZERS 
Watson Machine Co., Paterson, N. J. 


WIRE—Various Kinds 
Copperweld Steel Co., Glassport, Pa. 
Hudson Wire Co., Ossining, N. Y 





This is a carefully classified index of concerns who specialize in this industry and who advertise regularly m WIRE & WIRE 


PRODUCTS. Please mention WIRE when writing to these firms. 




















- WIRE SPOOLING MACHINERY = 








WAT ER BURY- FARREt 











ing machines, 





The floor 
type __ spooler, 

shown above, is 
furnished in two sizes 
and is intended for the 


heavier gauges. . .... The 
spooling attachment illustrated at 
the right is for use with intermediate 
and fine wire drawing machines and is fur- 
nished in three standard sizes. 


For use with high-speed 
continuous wire draw- 




























The Waterbury Farrel Foundry and Machine Company 


WIRE DRAWING MACHINERY AND ALLIED EQUIPMENT 


HOME OFFICE AND WORKS: 
WESTERN SALES OFFICE: 


COTTAGE PLACE, WATERBURY, CONNECTICUT 
736 BULKLEY BUILDING, CLEVELAND, OHIO 





















































THE WATSON MACHINE COMPANY 


ESTABLISHED 1845 
PATERSON, NEW JERSEY, U.S. A. 
ENGINEERS - FOUNDERS - MACHINISTS 





FOR THE TURNING OF HEAVY REELS OF CABLE AND ROPE 
THIS UNIT WILL EFFECT A SAVING OF: TIME AND LABOR OF AT LEAST FIFTY PER CENT 
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THE WATSON MACHINE COMPANY saa 
PATERSON-NEW JERSEY gill 












ad 


EVENS REEL CRUTCH 
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Manufacturers and Warehouses should have a Crutch placed at each reel 
turning point: Power and Telephone Companies one on each truck. Wall 
Hook fixture supplied with each unit. 


New low price and descriptive bulletin on request. 





ELECTRICAL WIRE AND CABLE 
WIRE ROPE and CORDAGE MACHINERY 





























